POLISHING @ FINISHING 





Improve your buffing and polishing | 
a. , operations with THE CINCINNATI 
By ak te sl Sizes. Vee-Belt Driven Buffing and Polishing’ 
lathes. Rugged in construction—over- 
hanging spindles especially designed 
for the heaviest polishing jobs’ on 
large and odd-shaped pieces. | Ball-| 
Bearing equipped motors — automatic 
| starters with push button control —! 
nickel steel spindles machined.to per- 

fect balance and mounted in extra 

large ball-bearings. Any spindle speed 

ee can be furnished. 





Write today for catalog 


THE CINCINNATI ELECTRICAL TOOL CO. 


Division of THE R. K. LEeBLOND MACHINE TOOL CO. 


CINCINNATI OHIO U.S. A. 





This material is not an experiment. 





The Successor to Glue in 
Wheel and Belt Polishing 








PATENT NO. 1,635,675 


POINTS of ADVANTAGE: 


Elimination of preliminary preparation and cleaning of utensils 
after using, resulting in reduced labor costs. 

No loss from spoilage. 

Elimination of costly control instruments, glue containers and 
heat for maintaining glue. 

Reduced cost wheel attention due to the elimination of glazing, 
making the application of pumice stone unnecessary. 

Savings in labor of re-coating due to heat resistance of the 
cement. 

Savings in adhesive and abrasive due to longer wear obtained 
from a cement set head because of heat resistance and ability 
to multiple “head” the polishing wheel when using cement. 
Consistent results under all temperature and atmospheric con- 
ditions as artificial heat can be used when humid weather is 
encountered. 

Reduction in standing investment in polishing wheels to ap- 
proximately one-half the quantity required for glue, should 
artificial heat be used. Even in natural drying considerably 
fewer wheels are needed. 


Write for Further Information 
and Samples 
Prompt Servicé- On All Orders. 


It has been used for a number of 
Our many satisfied customers prove it to be Cost-saving, Quality 
Merchandise. 
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15310 PLANT 


can't be wrong 


IGHT now, 15,310 plants in industry are benefiting 

through the use of modern Oakite cleaning, are pro- 
ducing better quality work, lowering costs, increasing 
efficiency, providing better working conditions to a degree 
that only DEPENDABLE Oakite cleaning materials and 
methods make possible. 


Somewhere in your plant there is a cleaning job to 
be done,— 


Cleaning before plating, enameling 
or japanning 

Neutralizing acids 

Rust proofing parts 

Removing insoluble smuts 

Stripping rejects 





Jobs like these are the places where you can cash in on 
the proven economies of Oakite Materials and methods. 
Ask for booklets that relate to your work. Put your prob- 
lems up to us. There’s no obligation. We can help... 
write today! 


Manufactured only by 
OAKITE PRODUCTS, INC., 20 Thames St., New York 
Branch Offices and Representatives in All Principal Cities of the U. S. 


OAKITE 








TRACE MARK REG U.S PAT OFF. 


SPE€IALIZED INDUSTRIAL CLEANING MATERIALS & METHODS 
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EFFICIENCY PLUS BEAUTY 


CNILIZATION is said to be approximately 60 centuries old, yet it 

has only been during the past hundred years that human intelli- 
gence has manifested itself by the development of time and labor saving 
devices on an important scale. The past century has seen more appli- 
cation of skill and inventiveness toward the emancipation of mankind 
from hard labor than all of the previous 59 centuries combined. 


Truly the past century has been an age of invention. The sewing 
machine, the steam engine as we know it today, the electric generator 
and motor, the telephone, the radio, the internal combustion engine, the 
mechanical refrigerator—all of these have been born within the past 
century. And it is not at all likely that we have neared the end of our 
inventive resources. 


With the perfection of these various mechanical devices, it was 
enough that victory was achieved in the realization of the objectives 
sought. Mechanical success always has been the first step, followed 
by refinements and improvements toward the goal of mechanical per- 
fection. The applications of power to our tasks—industrial, commer- 
cial, or domestic—have been wonder enough; the demand has been 
too great and the manufacturers have been too busy to spend too 
much time enhancing the appearance of their products. 


Within the past few years, however, this situation has changed. 
Mechanisms which a few years ago were marvels of engineering skill 
are today taken for granted. The most important factor in the mer- 
chandising of metal products today is appearance. 


Beauty in industrial design has come into its own. Henceforth 
manufacturers will find an increasing tendency to give pleasing design 
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and finish as much consideration as adaptability or efficiency when a 
selection is being made. And this does not apply to consumer products 
alone; it applies to power units, machine tools, and industrial equipment 


as well. 


The development of consumer-demand for pleasing appearance 
has drawn upon the skill of the research engineer, and he has re- 
sponded in a wholly satisfactory manner. Today we have rust-proofing 
processes which seal against deterioration indefinitely, rubber paint 
for use where expansion and contraction is unavoidable, glass which 
can be sprayed to form linings in receptacles of any size required, and 
a multitude of other marvels of the chemist's art. 


Developments in the field of metal finishing are coming with in- 
creasing rapidity, and those who are responsible for results in this 
field will be interested in keeping abreast of events concerned with 
development and application. To this service PRODUCTS FINISHING 


is dedicated. 


With this, the first number, PRODUCTS FINISHING assumes the 
task of searching out and disseminating the newest and best informa- 
tion available concerning metal finishing meihods in all of its various 
ramifications, including cleaning, polishing, buffing, plating, lacquer- 
ing, and so on, and neither effort nor expense will be spared in the 
performance of this task. 


"Service to the Industry” will be the foundation of our policies, and 
we bespeak the support and cooperation of the industry. 


DON G. GARDNER, 
Publisher. 


HOWARD CAMPBELL, 
Vice-President in charge of editorial. 
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Hise” TexDrive Buffers | 





December 1928—Put into operation. 


October 1936—Still in constant operation and 
have not cost one cent for re- | 
pairs or service. 


Customer’s name and Catalog on request 


Theffisey Wolf Machine @ 


Cancannatra. Onmso 
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HOWARD CAMPBELL, Editorial Director 
FRED W. VOGEL, Managing Editor 
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TRIAL OFFER 
of a DETREX DEGREASER 


You be the 
Judge! 


Try a standard Detrex De- 
greasing Machine — _ in 
your own plant, on your 
own production — for three 
weeks without any capital 
investment. 


The great saving in your 
cleaning costs, with better 
quality of product, will thus 
be proved. 


You make the decision, re- 
gardiess of the test results. 


This free offer is made be- 
cause of our experience with 
hundreds of satisfied cus- 
tomers who are using Perm- 
A-Clor and Triad safety sol- 
vents and Detrex Degreas- 
ers. 





Steam Heated Detrex Degreaser. Piping shown 


on front of machine is supplied by user. You will see how simply ond 


efficiently this machine re- 
moves oil, grease, drawing 
compounds, and polishing and buffing materials from all types of stampings, 
castings, and screw machine parts. It effectively cleans steel, brass, aluminum, 
and zinc products. It is preferred as the best preparation for bonderizing, grano- 
dizing, piating, enameling, painting, lacquering, and the close inspection of ma- 
chined parts. 


TELL US NOW WHERE AND WHEN TO SHIP THE UNIT. Your only expense will 
be the small transportation charges and the solvent used. 


DETROIT REX PRODUCTS CO. 
13017 Hillview Ave. Detroit, Mich. 


Manufacturers of Triad Alkali Cleaners and Strippers 
New York Office: 130 W. 42nd St. Chicago Office: 201 N. Wells St. 
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Good Equipment+ Original 
Methods = Success for 
Plating Plant 


By Frep W. VOGEL 


OR a long time manufacturers of 

machine tools and metal consum- 
ers products were able to merchan- 
dise their articles without giving 
much attention to their sales appeal. 
But today, due to the increase in 
production, an inevitable and very 
essential factor — competition — has 
been introduced. This factor, accom- 
panied by the demands of the con- 
sumer, is turning the attention of the 
manufacturer to better methods of 
finishing his products. 

At first, where a relatively perma- 
nent finish on small articles was de- 
sired, plating was tried with remark- 
able results. Today, plating is no 
longer confined to small articles such 
as household utensils but has found 
its place in the finishing of large in- 


dustrial objects. The purpose of plat- 
ing the small household utensils is 
primarily that of beauty while that 
of the large industrial objects is pro- 
tection against the elements, protec- 
tion against wear due to friction, and 
appearance. 

Among the better plating plants in 
the middle west which have helped 
to bring about the “era of appear- 
ance” in metal finishing is Creutz 
Platers, Ine., at Cincinnati, Ohio. 

This plant, with its adequate equip- 
ment and incorporation of modern 
methods, is capable of handling a 
wide variety of work. Backed by 
sixty-five years’ experience, this com- 
pany has a reputation for quality plat- 
ing which reaches to points half way 
around the world. 


(9) 
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Fig. 1—Concave-Shaped Workpiece with Anode 
in Place for Chromium-Plating. 


The plating of hotel cutlery and 
silver utensils of every kind and de- 
scription comprises a greater part of 
the work done in this shop. No re- 





Fig. 2—Chromium-Plating Tanks. 
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plating is done over the old plate 
that remains on utensils; in order to 
turn out plate of highest quality, it 
is necessary to remove all of the old 
plate, thus making it possible to 
apply a smooth, even coat over the 
entire surface of the object. 

The silver stripping solution tank, 
for the purpose of removing old plate, 
is kept in almost continuous opera- 
tion. The method employed to re- 
move the old silver plate involves 
the use of a stainless steel anode 
which is used in connection with a 
reverse current. Reversing the cur- 
rent removes the old plate from the 
object and attempts to deposit it on 
the stainless steel anode. The stain- 
less steel anode, however, will not 
plate; consequently the old _ silver 
drops to the bottom of the tank, from 
which it is later reclaimed. 

Since the introduction of chromium 
plate into the metal finishing field 
there has been a vigorous attempt to 
apply this type of finish to almost 
every kind of metal product. Al- 
though considerable experimenting 


—o 


Note the Vents for Carrying off Fumes. 
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Fig. 3—General View of Side of Shop, Showing Three Silver and 


Three Nickel Plating Tanks. 


has been in progress toward the de- 
velopment of the most satisfactory 
chromium bath, even more has been 
done in the application of the chro- 
mium plate to irregular surfaces. 
Such a surface is difficult to plate with 
chromium, especially when the work- 
piece is of concave shape, due to the 





Fig. 4—Tumbling and Burnishing Barrels. 
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difficulty of “throw- 
ing” the chromium. 
However, the prob- 
lem has been solved 
in this plant through 
the use of special 
anodes which are 
formed to the ap- 
proximate shape of 
the surface to be 
plated. Thus when 
the anode has been 
properly attached to 
the workpiece, it will 
be in sufficiently 
close proximity to 
the surface of the 
work so that it will 
throw the chromium 
and will provide an 
even plate over the 
entire surface of the work. 

An interesting job that came into 
this plant recently consisted of sev- 
eral huge copper surgical operating 
lamp reflectors which were to be 
chromium-plated on the concave sur- 
faces. After considerable experimen- 


A mn - 


A Udylite Plating Barrel is Visible at the Far 
End of the Line, 
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Fig. 5—One End of Polishing Department. 


tation, an anode was developed which 
deposited the chromium in a thor- 
oughly satisfactory manner. The 
anode is shown, clamped in position, 
in Fig. 1. The close proximity of 
the anode to the concave surface of 
the reflector, together with the per- 
forated holes, made it possible for 
the anode to throw the chromium 
evenly over the concave surface. 

The tanks into which these reflec- 
tors were immersed are shown in Fig. 
2. As you can see in the illustra- 
tion, the chromium solution tanks are 
equipped with ducts through which 
fumes from the chromium bath are 
drawn off by the blower system and 
dissipated. Such equipment is essen- 
tial in chromium plating due to the 
detrimental effects of the chromium 
fumes upon the nasal passages of the 
operators. 

A general view of three nickel and 
three silver solution tanks is _ pre- 
sented in Fig. 3. Two of the three 


nickel tanks are furnished with auto- 
matic agitators, while all three of 
the silver tanks are agitator-equip- 
ped. At the left in this same illus- 
tration one tin and one cadmium plat- 
ing tank can be seen. 

Cadmium plating is being widely 
used as a finish for many products 
since the coating is not only a very 
efficient rust-preventative, but also 
has a very definite eye-appeal. When 
properly applied, cadmium has a 
beautiful silvery white luster. Since 
cadmium plate resists weak alkalis 
such as are present in soaps, many 
manufacturers of this product find it 
profitable to have parts of their soap- 
making equipment finished with this 
corrosion resisting plate. Another 
advantage of a cadmium-plated sur- 
face is that it can be soldered. Radio 
receiving set chassis as well as many 
of the smaller parts which go into 
the completed unit are finished by 
plating with cadmium. 
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The efficiency of cadmium plating 
operations is aided through the use 
of ball anodes contained in helical 
coil, steel wire containers. The ad- 
vantages of the ball anode are that 
constant anode area is maintained; 
scrap losses are eliminated and the 
metal balls are easy to handle. 

After articles have been plated 
they are dried in the sawdust tum- 
bling barrels, several of which are 
shown in Fig. 4. At the extreme left 
a ball burnishing machine can be 
seen. In the background of the same 
illustration are three barrel type bur- 
nishers. 

One section of the polishing depart- 
ment is shown in 
Fig. 5. The pol- 
ishing lathes in 
this department 
are of the Web- 
ster and Perks 
make while the 
buffing lathes 
shown in Fig. 6 
are Gardner buf- 
fers. 


le 


Fig. 7—Two of the 

Spray Booths in the 

Enameling Depart- 
ment. 
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Fig. 6—Buffers Used 
to Apply Polish to 
Silver Plate. 


Vv 


A considerable 
amount of work 
that comes in re- 
quires enameling 
or lacquering. To 
accommodate such 
work this shop 
maintains a sepa- 
rate department, 
a section of which 
is shown in Fig. 7. Here two operators 
can be seen, one spraying enamel on 
a base for a barber chair, the other 
applying a coat of enamel to a 
pressed metal product of smaller size. 
Here again workers are protected 
against deleterious effects from lac- 
quer and enamel fumes by fans locat- 
ed in the rear of the booths. The 
spray guns used by the two men are 
made by the Paasche Company. Enam- 
eled articles are baked in two large 
ovens which were especially con- 
structed for this firm by the Davis 
Welding Company. 

Aside from the usual cleaning oper- 
ations which must be done before 
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enameling or lacquering, a consider- 
able portion of the work is required 
to be sand blasted. A view of a 
Pangborn sand blast machine used in 
this operation is shown in Fig. 8. 
This machine is of the type which 
can be operated from the outside, the 
operator inserting his arms through 
two “sleeve” apertures and watching 
the progress of the operation through 
a glass plate in front of the machine. 





Fig. 8—A Pangborn Sand Blast Machine Pro- 
vides for Sand Blasting of Work That Must 
be Cleaned. 


Articles such as hotel silverware, 
silver candle sticks, and other silver- 
ware that are sent in to the Creutz 
shop for replating frequently require 
repairing. In order that the customer 
may be assured of a first class job 
of restoration and replating, this 
company maintains a repairing de- 
partment in which expert artisans 
are employed. Customers who send 
in articles that have been damaged 
can be assured that their wares will 
be returned in a condition practically 
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identical to that in which they were 
originally purchased. The constant 
growth of this business is an indica- 
tion of the rising tide of appreciation 
of finish and design. 





SCIENTIFIC METAL CLEANING. The 
details of applications and outstanding 
features of Detrex Degreasing with Perm- 
A-Clor or Triad Safety Solvents, and 
the applications of Triad Alkali Cleaning 
Compounds and Strippers, are carefully 
outlined in a 12-page booklet entitled, 
“Scientific Metal Cleaning” that has just 
been published by Detroit Rex Products 
Company, 13017 Hillview Ave., Detroit, 
Mich. It is well illustrated with photo- 
graphs of various standard and special 
designs of Detrex Degreasers. The book- 
let explains how machines of this type 
can be used for the rapid and econom- 
ical cleaning of metal products prior to 
finishing, inspection, or heat treating. 
Copy free upon request. 





DEGREASING EQUIPMENT. A line of 
equipment with which all kinds of prod- 
ucts can be degreased and cleaned by 
vapor method, by dipping or immer- 
sion, or by spraying with solvent are 
cescribed and illustrated in a folder 
which is now being distributed by the 
Detroit Rex Products Co., 13017 Hillview 
Ave., Detroit, Mich. Copy free upon 
request. 





INDUSTRIAL DUST CONTROL. To fill 
a most important niche in the industrial 
executive’s library comes a new book 
published by the Pangborn Corporation 
of Hagerstown, Maryland on “Indus- 
trial Dust Control Through Exhaust 
Systems.” 

Expertly written by W. O. Vedder, the 
book charts the progress made by various 
types of dust collecting systems to the 
present time, and outlines in easy to 
understand style the many advantages 
that modern dust control is bringing to 
industry today. 

A few of the many subjects thoroughly 
discussed by Mr. Vedder include chap- 
ters on Exhaust Hoods and Piping Sys- 
tem; the Dust Collecting Equipment; 
Types of Collectors in General Use in 
the Industrial Field; the Exhauster and 
Drive; and the Operation and Mainte- 
nance of Exhaust Systems. 

The supply is limited but while they 
last the Pangborn Corporation will send 
copies without charge or obligation to 
engineers and executives when requests 
are received upon company letterheads. 
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Norton engineers who have 
had years of practical pol- 
ishing experience will be 
glad to study your polish- 
ing jobs — to make sure 
that you get just the right 
abrasive in size, shape and 
treatment that you require. 


Norton Company 


Worcester, Mass. 


G-30 
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INISH is essential in the polishing of automobile 
fenders — there can be no imperfections in their 
surface —- no die marks to show through the 
enamel. Because Alundum Abrasive gives just the 
desired finish and does it quickly and economically 
too, it is the popular choice throughout the automo- 
tive industry. 
Of course, there are definite reasons why Alundum 
Abrasive does such a good job — and three of them 
are: 
1. Uniform Size — special Norton sizing methods 
insure grains of exceptional uniformity — no over- 
size grains to scratch or mar the surface. 
2. Strong Shape — special Norton crushing and 
screening processes give a strong, blocky shaped grain 
——- as E-1) that stands up and gives long 
ife. 
3. High Capillarity — special Norton treatments 
give a grain of high capillarity. It sticks to the wheel 
head in spite of the severe treatment it receives in 
fender polishing. 
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Alloy Plating 


By Georce B. HoGasoom 


Hanson-Van Winkle-Munning Co. 


HE electro-deposition of two or 

more metals as a composite mix- 
ture has been done for a long time 
but, unfortunately, very little is 
known as to what actually occurs. 
It will take a thorough X-ray study 
to determine whether the electro- 
deposited alloy is a real alloy or just 
a mixture of the crystals of metals. 
As we understand alloys there is a 
definite solution of one metal with 
another to form another metal which 
has destinctive characteristics. In 
most alloys made by fusion one of 
the metals is saturated with the 
other, and there is also some uncom- 
bined metal. The result is what 
might be called a new metal having 
properties that are entirely different 
from many of the metals used in the 
alloy. 

Brass is a good example. It is an 
alloy of copper and zine or copper, 
zine and lead. The zinc is dissolved 
in the copper and does form a true 
solution. Some of the copper or some 
zinc can exist undissolved and lead 
although added to give definite char- 
acteristics does not dissolve either 
the copper or the zinc alone or in the 
copper-zine alloy. Different percent- 
age ratios of copper and zinc make 
different colors of brass and there is 
the red, green, yellow and bronze 
brass. 

In the electrodeposition of brass 
the same color effects can be had by 
change in the copper-zinc ratio of 
the deposited metal. It is true that 


the same percentage ratio of copper 
and zine have a different color when 
cast or electrodeposited. 


A copper- 





zine electrodeposited brass of 80-20 
ratio has a color that matches a 65- 
35 rolled brass. 

This same is true with nearly all 
the metal alloys. Copper added to 
gold produces a red gold, while silver 
is used to make a green gold. Tin 
added to copper gives a true bronze. 
Cadmium mixed with silver imparts 
a tinge of pink. Zinc or copper 
electroplated with nickel produces the 
least understood of all electrodeposit- 
ed alloys—black nickel. In the non- 
ferrous field there are numerous al- 
loys and the change of color is nearly 
always effected by the combination of 
different percentages and the physical 
properties are alsu changed. 

There is one interesting exception 
in the electroplating of alloys that at 
present commands attention. In this 
electrodeposited alloy there is little 
change in color, a slight difference 
in the physical properties but a re- 
markable change in lustre. The 
lustre of the electrodeposit is far dif- 
ferent from what is obtained by the 
use of addition agents in any other 
single metal or alloy. While an addi- 
tion agent is used in the plating solu- 
tion it is not included in the deposit 
which is so evident in many other 
bright electro-coatings. That this is 
so is proved by extreme ductility of 
the alloy deposit, exceeding in some 
degree the ductility of the electro- 
deposit of either metal alone. 


The alloy referred to is the nickel- 
cobalt alloy. This alloy can be de- 
posited upon ferrous or non-ferrous 
metals and will have a lustre that 
makes everyone who sees it for the 
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first time inspect the surface care- 
fully to see whether it has not been 
color buffed. Bending, forming or 
distorting the basis metal in any way 
does not effect the deposited alloy. 
The fine texture and ductility of the 
deposit exceeds that which has so far 
been obtained in the electro-deposi- 
tion of many single metals 
and all alloys. Its physical 
characteristics are better than 
that of either nickel or cobalt 
electrodeposits whether depos- 
ited as a dull or bright metal. 

It makes no difference 
whether the solution is con- 
tained in a beaker in the ex- 
perimental laboratory or in a 
large tank of a full automatic 
plating machine in a commer- 
cial plant that may be operat- 
ing 24 hours a day. On brass 
or steel the results are the 
same. Here we have two met- 
als, comparable in color and 
physical properties that if 
melted together will produce 
an alloy in which color and 
strength are but slightly 
changed, yet, when brought 
together in an electroplating 
solution in which there is a 
very small amount of a com- 
pletely soluble organic chem- 
ical, distinctively new proper- 
ties are imparted to the alloy, 
ductility and lustre. There is 
not in the electroplating field 
a more interesting electrode- 
posited alloy. 

The solution used is not a complex 
solution that requires continual ad- 
justment to obtain consistent results. 
The content is the same as that of 
any ordinary warm nickel solution 
except for the addition of cobalt salt 
and a soluble organic chemical. There 
are bright nickel solutions that have 
merit, but the chemicals used are 
closely guarded and the content not 
capable of control by analysis. This 
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is in contrast with the nickel-cobalt 
bright solution. All of the chemicals 
can be purchased on the open market 
and what is important for continual 
production of good work, the quantity 
of each and every chemical of the 
solution can be controlled by easily 
understood chemical analysis. The 





“A typical use of bright nickel plating on a specially 
designed notebook developed by The National Blank 
Book Company. The back can be used as a container 
for a pencil and eraser. The nickel is deposited on cold 
rolled steel which is neither buffed before or after the 
deposit. 


Plating is done in a full automatic conveyor 
on a 24 hour schedule.” 

chemicals used in making the solu- 

tion are single nickel salts, nickel 

chloride, cobalt sulphate, ammonium 

sulphate, nickel formate, and formal- 

dehyde. 

The solution is operated at 140 deg. 
F. A current density from 20 to 100 
amperes per square foot can be used, 
without any change in lustre and this 
can be obtained whether a deposit of 
0.00002 in. or .002 in. is desired. The 
deposit is completely “active” and 
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Bright nickel plating, as sup- 
plied by modern methods, can be 
subjected to such deformation as 
this without damage to the 
plated surface. The plating is 
-001 of an inch thick, applied 
on both sides of steel strip .0157 
of an inch. 


vW 


does not require “activa- 
ting” in any solution pre- 
vious to receiving a de- 
posit of chromium. The 
color of the chromium is 
improved by being de- 
posited over this bright 
nickel-cobalt alloy. 

The advantage of a 
bright electrodeposit is 
too well known to discuss. 
All the metal deposited 
is on the work and there 
are no thin places that re- 
sult from buffing dull de- 
posits regardless of how 
carefully the buffing is 
done. If to this is added 
a color that approaches 
chromium which makes 
the ideal undercoat for 
chromium deposits and a metal coat- 
ing that is so ductile that it will with- 
stand forming operations then an 
ideal electrodeposit is had. This is 
only possible with a_ nickel-cobalt 
electroplated coating. 








“PONTALITE” SYNTHETIC’ GLASS. 
E. I. du Pont de Nemours & Company 
has perfected a new water clear plastic 
which will be produced in a new plant 
under construction in commercial quan- 
tities early in 1937. The new material 
which is called ‘Pontalite’ was de- 
scribed by H. R. Dittmar of the du Pont 
research staff before the recent conven- 
tion of the American Chemical Society 
in Pittsburgh. 

Pontalite is what is known as an 
acryloid resin. It is only half as heavy 
as common glass, but is as clear as 
optical glass and is so strong that it 
will resist tension of 4 to 5% tons to 
the square inch. Though softer than 
glass, it is hard enough to be widely 
useful. It is thermo-plastic and can be 
‘ sawed, cut, drilled, and polished and 
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molded to any desired form. A liquid 
intermediate variety can be poured into 
molds and hardened. 

Unlike glass, Pontalite transmits a 
large proportion of the sun’s_ ultra- 
violet light, but is unaffected by sun- 
light. Solutions of the plastic can be 
used as a lacquer and for impregnating 
wood, cloth, paper, stone and electrical 
apparatus. Many chemical variations 
can be produced ranging all the way 
from hard heat resistant solids to heavy 
viscous liquids. 


DETREX DEGREASERS. Three stand- 
ard Detrex Degreasers which are offered 
for trial in plants desiring to increase 
speed and reduce costs of their cleaning 
operations are illustrated in a four-page 
folder issued by Detroit Rex Products 
Company, 13017 Hillview Ave., Detroit, 
Mich. The folder describes a line of 
alkali cleaning compounds and strippers 
also manufactured by this firm. 


BROWN “AIR-O-LINE” AIR OPER- 
ATED CONTROLLERS. A catalog of air 
operated controllers designed for the con- 
trol of temperature, pressure, flow, and 
liquid levels, indicated as catalog No. 
8901, {Is now being issued by The Brown 
Instrument Company, Wayne & Roberts 
Aves., Philadelphia, Pa. The catalog 
covers the complete line of Brown Air- 
O-Line Air Operated Controllers. It ex- 
plains in simple non-technical language 
the principle of operation of Brown Air 
Operated Controllers and contains, as 
well, many helpful diagrams illustrating 
their simplified construction, the ease 
with which control units may be inter- 
changed and the ease of tuning in for 
throttling range and automatic reset. 

Catalog No. 8901 also contains com- 
plete descriptions of Brown features, 
universal cases and their drilling dimen- 
sions, Brown Air-O-Motor Valves, Valve 
Positioners, the Air-O-Motor, and the 
Brown Power Cylinder. A copy of the 
catalog will be sent to any manufacturer 
operating equipment upon which tem- 
perature, pressure, flow and liquid level 
controls are used. 


CLEANING BEFORE RUST-PROOFING. 
Speed, economy, and satisfactory clean- 
ing before rust-proofing and finishing 
operations which can be obtained by 
the Detrex method of solvent degreasing 
is pointed out in a leaflet which is being 
distributed by Detroit Rex Products 
Company, 13017 Hillview Ave., Detroit, 
Mich. This leaflet is illustrated with 
photographs of automatic Detrex De- 
greasers for the production cleaning of 
metal products by the use of either 
Perm-A-Clor or Triad Safety Solvents. 
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Fresh Air System Expe- 
dites Work in Cleaning and 
Plating Departments 


By W. W. Boone 
Chief Chemist, Crosley Radio Corporation 


RODUCTION has been increased, 

quality has been raised, and com- 
fortable working conditions have 
been assured in the ultra-modern 
cleaning and plating departments of 
the Crosley Radio Corporation, by the 
installation of a blower system of 
the most modern type. It is usually 





considered good practice to locate 
plating departments on upper floors 
where cross ventilation prevails so 
that the steam and acid fumes can 
pass out through the open windows, 
but in order to achieve the most eco- 
nomical manufacturing layout at the 
Crosley plant, it was necessary to 
locate this depart- 
ment in the base- 
ment of the main 
building. With no 
windows of any size 
and no cross - cur- 
rents of air, the sup- 
plying of fresh air 
became a _ primary 
problem. A_ blower 
system capable of 
making a complete 
change of air in the 
department every 
two minutes and re- 
placing it with cool 
fresh air in summer, 
or warm air in win- 
ter, was the answer. 

The work in proc- 
ess consists of parts 
for both the radio 


rs 


Fig. 1— Main Exhaust 
Duct for Exhausting 
Fumes from Plating De- 
Partment of Crosley Ra- 
dio Corporation’s Plant. 
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sets and the “Shelvador” refrigera- 
tors made by this firm. Some of the 
parts are tinned, some are galvanized, 
some chromium-plated, some cadmium- 
plated, and all require cleaning. The 
department in which this work is 
handled contains approximately 
15,440 square feet of floor space, with 
the equipment arranged in the most 
logical order for ease of handling. 
Included among the equipment are 
a Hanson-Van Winkle-Munning full 
automatic cadmium plating machine, 
two Frederick Stevens semi-auto- 
matic tin plating machines’ with 
Alkaline Stan- 
nate baths, six 
hand tin plating 
tanks, 12 barrel 
cadmium plating 
units, three hand 
zine tanks, two 
copper plating 
tanks, four six- 
ton galvanizing 
pots, two large 
automatic acid 
pickling tanks, 
five hand pickling 


a 


Fig. 3 — Automatic 
Pickle Tank with 
Continouus Conveyor. 
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Fig. 2—A vent ex- 

tending around three 

sides of the solution 

tank at the top draws 

off the steam from 
the solution. 


vW 


tanks, several 
washing ma- 
chines, and an au- 
tomatic degreaser. 
Without an ef- 
ficient ventilation 
system, the diffi- 
culties of working 
in an atmosphere 
charged _ with 
steam, acid fumes, and fumes from 
molten metal can well be imagined. 
To insure a complete change of air 
within a two-minute range, the fumes 
are exhausted and fresh air is blown 
into the department simultaneously. 
This necessitates two complete sets 
of ducts. All exhaust gases are car- 
ried up and expelled eight floors 
above the plating room level. Many 
of the plating tanks are ventilated 
with side hoods using a down draft 
system exhausting gases through un- 
derground ducts.’ Each system com- 
prises trunk ducts from which the 
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smaller branches radiate in all direc- 
tions. One of the main exhaust ducts 


is shown in Fig. 1. 
To exhaust air from the depart- 
ment, 


one Sturtevant and_ three 





















Fig. 4— (Above) — The 

manner of applying ex- 

haust piping to the tanks 

can be seen in this illus- 
tration. 


Fig. 5—(Right) — Large 
Automatic Pickling Ma- 
chine. An_ unusually 
large exhaust duct is 
required in this instance. 


Vv 


% 
& 
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American Blower 
fans are used with 
a total exhaust ca- 
pacity of 126,000 cu. 
ft. per minute. At 
the same time an 

American Blower & ihe 
supply fan drives -_ 

fresh air into the department at a 
rate of 30,000 cu. ft. per minute; thus 
there is always an abundance of fresh 
air. 

The size of the ducts used for ex- 
hausting the steam and fumes from 
the various tanks and machines was 
determined after lengthy experiment 
and test, during which it was discov- 
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ered that steam was the most difficult 
to exhaust. Consequently the ex- 
haust vents from the washing ma- 
chines and hot water tanks are 
slightly larger in size than the exhaust 
vents for exhaust- 
ing the acid fumes. 
To preclude the 
possibility of cor- 
rosion due to the 
fumes from the 
acid, the exhaust 
ducts are lined 
with a light coat- 
ing of lead. 

An effort has 
been made to 
shape the open- 
ings of the ex- 
haust ducts ac- 
cording to their 


particular applications, although in 
some cases it has been necessary to 
design the openings in such manner 
that the ducts will not interfere with 
the work. Thus, as shown in Fig. 2, 
the opening to the exhaust ducts on 
the cleaning tanks are simply long 
slotted vents extending around three 
sides of the tank in this case. How- 
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ever, the vent slots are wide enough 
so that the suction created by the 
blower draws down practically all of 
the fumes into the exhaust hood and 
away from the operators. 

Figure 3 shows an automatic pickle 
tank with a continuous conveyor. 
This machine is entirely enclosed, 
with an opening on each side. An 
operator stands at each opening and 
removes each pickled piece as_ it 
reaches the loading station, at the 


Fig. 6—Brazing Benches. 
here to carry off the spelter fumes. 


same time replacing it with an un- 
finished piece. To carry off the fumes 
from the pickling operation, a suction 
pipe is located at each corner of the 
machine, as shown in the illustration. 
Thus, inasmuch as the only openings 
for the intake of air are at the load- 
ing and unloading stations, the fumes 
are continually drawn away from the 
openings and are prevented from 
passing out into the open air. 

The manner of applying exhaust 
piping to the cleaning tanks is again 
illustrated in Fig. 4. Case of the tank 
in the foreground, the duct had to be 
applied at the end of the tank, but the 
vent hood opening is large enough so 
that the exhaust is effective and prac- 
tically all of the fumes are carried off. 

A large automatic pickling ma- 
chine is shown in Fig. 5. In this 
case the exhaust piping is of the 
square type, and is of large capacity, 





Exhaust ducts are provided 
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as can be seen. The large size of the 
pipe is due to the unusual length of 
the machine and the corresponding 
large amount of gases evolved in the 
pickling operation. The fume situa- 
tion here is further aggravated by 
the fact that the acid is constantly 
agitated due to the action of the 
automatic conveyor, but the exhaust 
duct is of ample size to carry off all 
fumes. 

Although the equipment shown in 
Fig. 6 is not, strictly speak- 
ing, a part of the cleaning 
and plating department, ad- 
vantage has been taken of 
‘the air exhaust equipment to 
locate brazing benches at 
this point. Brazing opera- 
tions produce fumes which 
are highly injurious to the 
health of the workers if in- 
haled in any quantities or 
over a period of time, but 
with exhaust equipment 
available with which the 
fumes of the spelter can be 
drawn off, the brazing opera- 
tion is rendered completely innocuous. 

The air circulation system at the 
Crosley plant is an excellent example 
of modern manufacturing plant facil- 
ities and the manner in which such 
facilities can be adapted for the 
health and comfort of the workers 
and convenience in plant layout. 





CROMODIZING RUSTPROOFING 
PROCESS. Excellent rustproofing at low 
cost is claimed for ‘“Cromodizing,” a 
process developed by the American 
Chemical Paint Company, Ambler, Pa. 
By preventing rust from forming be- 
neath paint films, this treatment is said 
to solve the problem of keeping steel 
units in serviceable condition. Cromo- 
dizing is adapted to protecting any type 
of steel surface regardless of size, shape 
or previous processing. Because of the 
low cost of the process, cromodizing 
makes available to a wide field of steel 
products the benefits of a lasting finish. 








24 PRODUCTS FINISHING 


October, 1936 





A Chrome-Plated 12-foot locomotive main rod, made by The Timken Roller Bearing Company 
for use with Timken Bearing on a high speed passenger locomotive. 


Chrome-Plating Side Rods 


for Locomotives 


The chrome-plated, heat treated al- 
loy steel locomotive main rod shown 
in the accompanying photograph is 
one of a set consisting of two 12 ft. 
main rods and four 9 ft. side rods 
designed and built by the Timken Rol- 
ler Bearing Company for use with 
their bearings on heavy duty, high 
speed steam passenger locomotives. 
Weighing only 510 pounds, the rod 
shown represents a substantial saving 
in weight as compared with standard 
construction, contributing materially 
to the increase in speed and reduction 
in hammer blow of these modern lo- 
comotives. 

Among the largest chrome-plating 


jobs ever done as a single operation, 
these main and side rods required the 
construction of a specially designed 
chrome plating tank 17 ft. long by 
3 ft. deep and 3 ft. wide at the Tim- 
ken plant. Current is supplied by a 
Timken equipped generator set ca- 
pable of supplying 6500 amperes at 6 
volts. 

Special provision has been made in 
this new Timken chrome plating in- 
stullation to control both the temper- 
ature of the piece and the bath to 
assure the uniform, dense coating re- 
quired to withstand the severe con- 
ditions to which locomotive parts are 


exposed. (Continued on page 29) 
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XC pousHine- - WHEEL CEMENT y 
TRADE @ @ “MARK 
REGISTERED 
REQUIRES NO COOKING 
NO HEATING NO MIXING 
For Fine Grain — For Medium Grain 
GRAINLOCK is a prepared adhesive for setting up 
polishing wheels and belts. Is of the proper con- 
sistency just as it comes from our factory. Applied 
i; otek ee with a brush. Gives greater 
Fewer wheels re-| production. Saves on grain 
one and labor. 
. Less frequent 
wheel changes 
. Wheels cut faster Ask for a production 
. Less tendency to ugu 
clog with soft sample of Type “C 
metals 
- Takes greater ad- | 1 £ much of your work requires 
vantage of grain } 
capillarity coarser than 80 grain tell us 
— under]! and we will also send you a 
No glazing production sample of Type 
No wheel burn aad a 
5734 12th St. 





INDUSTRIAL LUBRICANTS CO 


MAKERS OF “DRAWCO” SINCE 1925 


gw Detroit, Mich. 
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A Rapid and Accurate 
Method 
for the Determination of 
Chromic Acidand Trivalent 
Chromium in Chromium 
Plating Solutions 


By Dr. R. B. SALTONSTALL, 
The Udylite Company, Detroit, Michigan 


HERE are several methods now 
in use for the determination of 

chromic acid and trivalent chromium 
in chromium plating solutions. They 
are: 

1. From specific gravity by means 
of hydrometer. 

2. Potassium iodide—sodium thio- 
sulphate titration. 

3. Ferrous sulphate — permanga- 
nate titration. 

4, Direct titration with ferrous 
sulphate — potentiometric end point. 

The accuracy of the hydrometer 
method is limited especially in old 
solutions which contain appreciable 
quantities of trivalent chromium and 
iron, which have some effect on the 
density of the solution. The hydrom- 
eter should be used only to detect 
large changes in concentration, such 
as might be caused by water leak- 
ing into the solution, or overflows. 

Method No. 2 is based on the liber- 
ation of free iodine from potassium 
iodide by the chromic acid and the 
titration of the iodine with sodium 
thiosulphate, using starch as an in- 
dicator. This method is accurate in 





new solutions, but if iron is present 
the end point fades and the result is 
high due to slow liberation of iodine 
by the iron. The effect of the iron 
may be minimized by the addition of 
ammonium fluoride to the sample but 
as the quantity of iron increases, the 
accuracy of this method decreases. 
Furthermore, thiosulphate is not al- 
ways reliable from the standpoint of 
stability unless it is kept sterile. 

Method No. 3 involves the addi- 
tion of a measured excess of ferrous 
standard ammonium sulphate solu- 
tion and a back titration of the ex- 
cess with potassium permanganate. 
The potassium permanganate solution 
has a tendency to decompose slowly 
on standing in light and must be 
restandardized rather frequently 
against a primary standard. 

Method No. 4 consists of a direct 
titration of the chromic acid with 
standard ferrous sulphate, using a 
potentiometer with calomel and bright 
platinum electrodes for detecting the 
end point. The cost of this equipment 
is very often beyond the reach of 
many of the smaller laboratories. 
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A method has been devised by the 
writer which is similar to No. 4, the 
difference lying in the method of de- 
tecting the end point of the titration. 
It is an adaptation of a method for 
the determination of chromium in 
chromite originated by Smith, Mc- 
Vickers and Sullivan. A new indi- 
cator, ortho-phenanthroline — ferrous 
complex is used in place of the poten- 
tiometer, and a very stable oxidizing 
solution, ceric ammonium sulphate or 
ceric sulphate is used as a reference 
standard. 

Potassium dichromate is used for a 
primary standard. A_ solution of 
ceric ammonium sulphate is stand- 
ardized against the potassium dichro- 
mate by means of ferrous ammonium 
sulphate. This standardization is 
necessary only about twice a year, 
as ceric ammonium sulphate solutions 
have proven very stable over long 
periods of time. 

In the analysis of the samples of 
chromium plating solution, a sample 
of the standard ceric ammonium sul- 
phate solution is titrated at the same 
time, thus establishing the normality 
of the ferrous ammonium sulphate 
solution. As there is no back titra- 
tion, the calculations are simple. 





Solutions Required 
(1) Distilled water should be used 
in preparation of all solutions and 
for making dilutions. 





1. Potassium dichromate, exactly 
N/10. 


This solution may be prepared 
by dissolving exactly 4.9033 g. 
of C.P. Analytical Reagent grade 
potassium dichromate in water 
and diluting in a _ volumetric 
flask to exactly one liter. 

If the purest salt is not avail- 
able, less pure materials may be 
purified by dissolving it in hot 
water to form a saturated solu- 
tion and filtering while still hot. 
Allow to cool and filter off the 
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crystals. Fuse them in a porce- 
lain dish and allow to cool. 
Weigh out 4.0933 g. of the fused 
crystals, dissolve, and dilute to 
1 liter as above. 

2. Ceric sulphate, approx. N/10. 





(2) Ceric salts and ortho-phenan- 
throline ferrous indicator may be ob- 
tained from the G. Frederic Smith 
Chemical Company, Columbus, Ohio. 





Carefully add, with stirring, 
75 ml. of concentrated sulphuric 
acid to about 750 ml. of water 
and cool. Dissolve about 62 
grams of crystalline C.P. ceric 
ammonium sulphate or 34 grams 
of anhydrous C.P. ceric sulphate 
in this acid solution, filter if 
not clear, and dilute to 1 liter 
with water. 

3. Ferrous ammonium sulphate so- 
lution, approx. N/10. 

Carefully add, with stirring, 
10 ml. of concentrated C.P. sul- 
phuric acid to about 750 ml. of 
water. Dissolve about 39 grams 
of crystalline C.P. ferrous am- 
monium sulphate in this acid 
solution and dilute to 1 liter 
with water. 

4. Manganous sulphate solution, 

10 g/1. of C.P. MnSO,.4H.0. 

Silver nitrate solution appr. 

N/10, 17 g/1 C.P. AgNO;. Keep 

in dark bottle. 

6. Ammonium Persulphate _ solu- 
tion, 5 2/50 mil. C.P. (NH,)-S.0, 
Must be made up fresh just be- 
fore using. 

7. Hydrochloric acid, 25% by vol- 
ume of C.P. acid. 

8. Ortho - phenanthroline - ferrous 
complex indicator solution(2). 


Procedure 
A. Standardization of ceric sulphate 
solution. 

1. Pipette two 25 ml. portions of 
ferrous ammonium sulphate so- 
lution (approx. N/10) into sepa- 
rate 250 ml. Erlenmeyer flasks. 


on 
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2. Add about 125 ml. of water and 
5 ml. of conc. sulphuric acid to 
each flask. 

3. Add one drop of ortho-phene”- 
throline indicator. 

4, Add N/10 potassium dichromate 
solution from a burette until 
the pink solution just changes 
to a pale green. This is the 
end point. 

5. Pipette two 25 ml. portions of 
ceric sulphate solution Ce(SQ,): 
(approx. N/10) into 250 ml. Er- 
lenmeyer flasks. 

6. Add about 125 ml. of distilled 
water and 5 ml. of conc. sul- 
phuric acid to each flask. 

7. Add one drop of ortho-phenan- 
throline indicator. 

8. Add ferrous ammonium sulphate 
solution (approx. N/10) from a 
burette. The yellow color fades 
as the titration proceeds and at 
the end point the change is from 
colorless to pink. 


Calculation: 

Take the average of the volumes of 
K.Cr.0; used in “4” and of the vol- 
umes of Fe(NH,)2(SO,.)2 used in “8” 
and use these averages in the follow- 
ing equation. 

Normality of Ce(SO,). = aver. ml. 
of Fe(NHi,):(SO;s): X aver. ml. of 
K.Cr.0; x .00016. 

The value obtained for the normal- 
ity of ceric sulphate should be re- 
corded on the bottle, as it is used 
every time a sample of chromium 
plating solution is analyzed. This 
solution should be standardized by 
the above method about every six 
months. 

B. Determination of chromic acid in 
plating solution: 

1. Dilute 5 ml. of the chromium 
plating solution to 100 ml. in a 
volumetric flask and mix thor- 
oughly. 

2. Pipette 5 ml. of the diluted 

sample into 250 ml. Erlenmeyer 
flask, add 100-150 ml. of water 
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and 2-4 ml. of conc. C.P. sul- 
phurie acid. 

3. Add 1 drop of ortho-phenanthro- 
line indicator solution. 

4, Add ferrous ammonium sulphate 
solution from a burette. The 
color changes slowly from red- 
dish yellow to light green and 
at the end-point the color 
changes sharply from light 
green to pink or violet. Record 
the volume of ferrous ammo- 
nium sulphate used. 

5. Pipette 10 ml. of standard ceric 
sulphate solution into a 250 ml. 
Erlenmeyer flask. 

6. Add 100-150 ml. of water and 
2-4 ml. of cone. sulphuric acid. 

7. Add 1 drop of ortho-phenanthro- 
line indicator. 

8. Add ferrous ammonium sulphate 
solution from a _ burette until 
the color changes sharply from 
colorless to pink. This is the 
end point. Record the volume 
of ferrous ammonium sulphate 
used. 

9. Only one sample of ceric sul- 
phate solution need be titrated 
each time a number of chro- 
mium solutions are analyzed. 
This sample should be measured 
out and titrated along with the 
samples of chromium plating 
solutions to save time. 


Calculations: 

[Normality of Ce(SO.): x 
ml. of Fe(NH,):(SO.)2 used in “4’?] + 
[ml. of Fe(NH,)2(SO,)2 used in “8’’] 
179 = CrO; oz/gal. 


C. Determination of trivalent chro- 
mium in plating solution. 


1. Pipette 5 ml. of the diluted 
sample of chromium plating 
solution (prepared in B-1) into 
a 250 ml. Erlenmeyer flask. 

2. Add 100 ml. of water, 10 ml. of 
concentrated sulphuric acid and 
5 drops of manganous sulphate 
solution. 

8. Add _ several 


¥%-% in. glass 
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beads and heat the solution to 
boiling. 

4. Add 2 ml. of silver nitrate solu- 
tion (N/10) and 20 ml. of fresh- 
ly prepared ammonium persul- 
phate solution. 

5. If a violet color is not formed 
add more ammonium persul- 
phate solution until the color is 
seen. Boil for 10 minutes, add 
5 ml. of 25% hydrocholric acid 
and continue boiling until the 
violet color disappears. 

6. Cool to room temperature, add 
1 drop of ortho-phenanthroline 
indicator and titrate with fer- 
rous ammonium sulphate as in 
B-8. 


Calculation: 

[Normality of Ce(SO.)2 x 
ml. Fe(NH,)2(SO.)2 used in C-6] -+ 
[ml. Fe(NH,)2(SO.)2 used in B-8] = 
total CrO; (oz/gal.) in solution after 
oxidation. 
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Subtract from this value the CrO; 
(oz/gal.) obtained in B and multiply 
the difference by .52. This gives the 
trivalent chromium content of the 
solution in oz/gal. 

Note.—Either ceric sulphate or 
ceric ammonium sulphate solutions of 
the same concentration may be used. 
For brevity, the name of the single 
salt is used throughout the procedure. 





Chrome-Plating Side Rods 


for Locomotives 
(Continued from page 24) 

A 7% H.P. exhaust system capable 
of handling 12,000 cubic feet of air 
per minute was installed in connection 
with this new tank and duplicated for 
the other tanks to eliminate the pos- 
sibility of fumes. Provision is made 
for salvaging chromic acid from the 
fumes by washing them as they pass 
through the exhaust system. 





Automatic Filter Powder Feeder & Mixer 





Feeds and mixes measured amounts of HYFLO FILTER 
POWDER into plating solution while filtering to obtain 
fine filtration and maintain a fast flow rate over a 
long cycle before filter requires cleaning. Various 
solutions and numerous tanks can be handled with 
one portable unit in connection with any type of filter 
being used. 


It is very important that HYFLO FILTER POWDER be 
used in filtering. On many operations it can be used 
simply by mixing into solution by hand. Recommenda- 
tions on your requirement gladly furnished on request. 


Also write for complete information regarding: 
INDUSTRIAL PRESSURE FILTERS for plating solu- 


tions, Cleaners, Solvents, Oils, Lacquer, Etc. 





Industrial Filter & Pump Mfg. Co. 
1030 W. NORTH AVE. CHICAGO, ILL. 
SAREE ARAM BERRI Hei 




















30 PRODUCTS FINISHING 


Glass Lining 
Can Be 


Sprayed Into 
Your Tank 


By BarTLeTT WEstT 


LASS has long been acknowl- 

edged a superior material for 
making of fluid containers, due to the 
fact that glass is absolutely non- 
absorbent, acid-resisting, and practi- 
cally immune to deterioration. 
As a substance, glass is as 
permanent as the sand from 
which it is made. Nothing 
that comes into contact with 
glass —except heat and hy- 
drofluoric acid—either affects 
it or is affected by it, conse- 
quently it is the ideal sub- 
stance from which to fashion 
containers for many kinds of 
liquids. 

The use of glass has been 
restricted, however, due to 
the difficulty of fashioning 
glass into vessels of large 
volume. There are instances 
of glass being formed into 
linings for milk tanks and 
other similar applications. 
but the difficulties and ex- 
pense have precluded such 
use on the widest scale. 

At last, however, modern 
science has given birth to a 
new product — glass in the 
form of a heavy viscous 
liquid which has all the vir- 
tues of glass but which can 
be applied as a lining to 
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tanks of wood or metal with the ease 
with which a coat of lacquer is ap- 
plied to an automobile body or a piece 
of furniture. This liquid synthetic 
glass is known as “Lastiglas” and its 
development is the result of three 
years of intensive laboratory experi- 
mentation and research in the labo- 
ratories of the Bishopric Products 
Company, Inc., Cincinnati, Ohio. 

Lastiglas provides a smooth, glossy 
surface that is easy to clean and is 
permanent. One of its principal ad- 
vantages, however, consists in that it 
is sufficiently elastic so that, to a cer- 
tain degree, it can be bent with the 
base material to which it is bonded 
without cracking. Thus it will ex- 
pand or contract with its base under 
changes of temperature without being 
damaged in any way. 


Lastiglas can be applied to the 





The Lastiglas is sprayed onto the inner surface of the 
tank, then is heat-tempered. When finished, it has all the 
non-absorbent, acid-resistant qualities of glass. 








anne 
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surface of any 
type of old or 
new steel tank, 
regardless of the 
shape. The base 
surface must be 
prepared, how- 
ever, by blasting 
it by a special 
process so that a 
perfect bond will 
be insured. Ap- 
plied as a liquid, 
the Lastiglas is 
sprayed onto the 
base surface, fus- 
ing with the steel 
as though welded. 
Layer after layer 
of this liquid 
glass is applied 
until the lining 
has been built up 
to the required 
thickness. After 
the last coat has 
been applied, and 
while the glass 
lining is still in a 
plastic state, the 
entire coating is 
subjected to a 
“heat tempering” process which fuses 
the coatings into a single solid vit- 
reous sheet. The lining is now ready 
for use. It will neither decompose nor 
oxidize, nor will it yield to the action 
of solvents, alcohol, or acid solutions. 

The process of applying a “Lasti- 
glas” lining to an average-size tank, 
such as, for instance, a tank 6 ft. 
diameter by 6 ft. deep, requires ap- 
proximately three days from start to 
finish. However, when a number of 
tanks in close proximity are to be 
lined, after once getting under way 
the tanks can be processed at a rate 
of approximately one. tank per day. 

Upon completion of a “lining” job, 
the tank is allowed to stand until 
thoroughly cold, then the lining is 
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Inspecting the inner surface of a large tank after lining with 
Lastiglas. 


carefully inspected to make sure that 
there are no imperfections. After 
the inspection the tank is washed out 
and is then ready to receive the beer, 
acid, liquor, or whatever else is to be 
put into it. 

The potential field for the applica- 
tion of Lastiglas as a tank lining in 
the chemical, process industries, brew- 
ing, distilling, dairy and countless 
other industries is practically unlim- 
ited. 





CINCINNATI ELECTRICAL TOOL CAT- 
ALOGUE. The complete line of Cincin- 
nati Electric Drills, Grinders, Buffers, 
and Portable Tools is illustrated and de- 
scribed in a 40 page catalog being issued 
by The Cincinnati Electrical Tool Co., 
Cincinnati, Ohio. Free upon request. 
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Cleveland Public Auditorium 


NATIONAL METAL SHOW 


Four acres of floor space devoted to modern developments in 


the field of metals. 


HE nineteenth National Metal 

Exposition will be held at the 
Public Auditorium in Cleveland, 
Ohio, from October 19 to 23 inclu- 
sive. For the past eighteen years 
this annual industrial exposition 
has been staged and sponsored 
by the American Society for 
Metals. This year the following 
four societies are cooperating: 
American Institute of Mining and 
Metallurgical Engineers, Americon 
Society of Mechanical Engineers, 
American Welding Society, and 
The Wire Association. 


The National Metal Show will 
be the one important exposition of 
the year to engineers, manufac- 
turers, plant executives, and others 
in vocations that are allied with 
metal manufacturing. At the time 


of going to press, space has been 
contracted for by 210 manufactur- 
ers, the space contracted for 
amounting to 169,000 square feet, 
or nearly four acres. Among 
these 210 exhibits the visitor to 
the Exposition will find demonstra- 
tions of various kinds and types of 
new products along the line ol 
metals or alloys, laboratory equip- 
ment, modern metal-working ma- 
chinery, the latest welding equip- 
ment, various types and kinds of 
ovens and furnaces, and other in- 
teresting developments. 


The list of exhibitors includes 
the following firms: 


Acme Steel Co. 
Chicago, III. 


Booth No, M-9 
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Aetna Gases, Inc. 
Detroit, Mich. 


Booth No. NA6 


Air Reduction Sales Co. 
New York, N. Y. 


Booth No. G-7 


Ajax Electric Co. 
Philadelphia, Pa- 


Booth No. A-3 


Ajax Electrothermic Corporation 
Trenton, N. J 


Booth No. A-3 
Allegheny Steel Company 


Brackenridge, Pa. 


Booth No. C-22 


Edgar Allen Steel Co., Inc. 
New York, N. Y. 


Booth No. D-22 


Aluminum Co. of America 
New Kensington, Pa. 


Booths Nos. I-23 and I-27 


The American Brass Company 
Waterbury, Conn. 


Booth No. C-21 


American Car & Foundry Company 
New York, N. Y. 


Booth No. E-32 


American Cyanamid & Chemical Corp. 


New York, N. Y 
Booth No. N-47 


American Elec. Furnace Co. 
Boston, Mass. 


Booth No. I-4 


American Foundry Equipment Co. 
Mishawaka, Ind. 


Booth No. M-48 


American Gas Association 
New York, N. Y. 
Gas Section 


American Gas Furnace Co. 
Elizabeth, N. J. 
Gas Section 


American Institute of Mining & 
Metallurgical Engineers 
New York, N. Y. 
Booth No. P-19 
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American Machine & Metals Mfg. Co. 
New York, N. Y. 


Booth No. B-19 
American Machinist 
New York, N. Y. 

Booth No. N-53 


American Metal Market 
New York, N. Y. 


Booth No. L-47 


American Rolling Mill Co. 
Middletown, Ohio 


Booth No. L-59 


American Sheet & Tin Plate Co. 
Pittsburgh, Pa. 


Booth No. C-15 


American Steel & Wire Co. 
Chicago, Ill. 
Booth No. C-15 


Ampco Metal, Inc. 
Cleveland, Ohio 


Booth No. A-19 


Anderson & Sons 
Springfield, Mass. 
Booth No. N-51 


Armstrong Blum Mfg. Co. 
Chicago, IIl. 
Booth No. P-28 


Armstrong Cork Co. 
Lancaster, Pa. 


Booth No. L-11 


Automatic Temp. Contrel Co., Inc. 
Philadelphia, Pa. 
Booth No. L-9 


Automotive Industries 
Philadelphia, Pa. 
Booth No. O-10 


Babcock & Wilcox Co., 
New York, N. Y. 


Booth No. N-18 


Baldwin-Southwark Corp. 
Philadelphia, Pa. 


Booth No. P-15 


Bastian-Blessing Co. 
Chicago, Ill. 
Booth No. L-19 
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Bausch & Lomb Optical Co. 
Rochester, N. Y. 


Booth No. D-23 


Bell & Gossett Co. 
Chicago, Ill. 


Booth No. G-23 


Bethlehem Steel Company 
Bethlehem, Pa. 


Booth No. F-15 


G. S. Blakeslee & Co. 
Chicago, Il. 


Booth No. L-51 


Bliss & Laughlin, Inc. 
Buffalo, N. Y. 


Booth No. F-20 


Betfield Refractories Ce. 
Philadelphia, Pa. 


Booth No. N-49 
Bristol Co. 


Waterbury, Conn. 


Booth No. L-15 


The Brown Instrument Company 
Philadelphia, Pa. 


Booth No. N-22 


A. I. Buehler 
Chicago, Ill. 


Booth No. N-10 


Bullard Dunn Process Div. 


The Bullard Co. 
Bridgeport, Conn. 


Booth No. ‘M-54 


Burdett Mfg. Co. 
Chicago, Ill. 


Gas Section 


Calorizing Co. 
New York City 


Booth No. L-18 


Carboloy Company, Inc. 
Detroit, Mich. 


Booth No. A-20 


The Carborundum Company 
Niagara Falls, N. Y 


Booth No. C-38 and O-42 


Carnegie-Illinois Steel Co. 
Pittsburgh, Pa. 


Booth No. C-15 
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Case Hardening Service Co. 
Cleveland, Ohio 


Booth No. G-23 
Chapman Valve Mfg. Co. 


Indian Orchard, Mass. 


Booth No. O-18 


The Chemical Rubber Company 
Cleveland, Ohio 


Booth No. M-51 


Climax Molybdenum Co. 
New York City 


Booth No. F-3 


Colmonoy Co. 
Los Nietos, Calif. 


Booth No. N-46 


Columbia Tool Steel Co. 
Cleveland, Ohio 


Booth No. H-32 


Continental Industrial Engineers, Inc. 
Chicago, Ill. 


Gas Section 


Continental Mach. Specialties, Ine. 
Minneapolis, Minn. 


Booth No. P-11 


Crown Rheostat & Supply Co. 
Chicago, Ill. 


Booth No. L-46 
Dayton Rogers Mfg. Co. 


Minneapolis, Minn. 


Booth No. E-3 


A. P. De Sanno & Son 
Philadelphia, Pa. 


Booth No. L-5 
Despatch Oven Co. 


Minneapolis, Minn. 
Gas Section 


Detroit Testing Machine Co. 
Detroit, Mich. 


Booth No. N-54 


De Walt Products Corporation 
Lancaster, Pa. 


Booth No. L-53 


Joseph Dixon Crucible Co. 
Jersey City, N. J. 


Booth No. 1-24 











— 
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Dow Chemical Co. 
Midland, Michigan 


Booth No. C-27 


Driver-Harris Co. 
Harrison, N. J 


‘Booth No. G-21 


Driver-Harris Co. 
Cleveland, Ohio 


Booth No. G-21 


E. I. Du Pont De Nemours & Co. 
R. & H. Chemicals Department 


Wilmington, Delaware 


Booth No. C-32 


Eclipse Fuel Engr. Co. 
Rockford, IIl. 


Gas Section 


Electric Furnace Co. 
Salem, Ohio 


Booth No. L-21 


Electro Alloys Co. 
Elyria, Ohio 


Booth No. M-6 


Electro Metallurgical Co. 
New York, N. Y. 


Booths Nos. N-30, N-32, O-30, 
1%, of 0-34, and 14 of O-26 
Ensign-Reynolds, Inc. 
New York City 
Gas Section 


Firth Sterling Steel Co. 
McKeesport, Pa. 


Booth No. D-32 


J. B. Ford Sales Co. 
Wyandotte, Mich. 


Booth No. H-22 


C. A. Fox 
Pittsburgh, Pa. 


Booth No. % of H-2 
Foxboro Co. 


Foxboro, Mass. 
Booth No. L-1 
Fulton Foundry & Machine Co. 
Cleveland, Ohio 
Booth No. 0-33 
Gas Machinery Co. 
Cleveland, Ohio 
Gas Section 
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Gas Products Co. 
Cleveland, Ohio 


Booth No. M-44 


Gathmann Engineering Co., The 
Baltimore, Md. 


Booth No. C-6 


General Alloys Company 


Boston, Mass. 
Booth No. P-8 


General Electric Co. 
Schenectady, N. Y. 


Booth No. E-23 


General Electric X-Ray Corp. 
Chicago, Ill. 


Booth No. E-21 


Globar Corporation 
Niagara Falls, N. Y. 


Booth No. O-36 


Gogan Machine Company 
Cleveland, Ohio 


Booth No. N-9 


Claud S. Gordon Co. 
Chicago, IIl. 


Booth No. B-18 


Grasselli Chemical Co., Ine. 
Cleveland, Ohio 


Booth No. E-33 


Great Lakes Steel Corp. 
Ecorse, Detroit, Mich. 


Booth No. P-16 


Grob Brothers 
W. Allis, Wis. 


Booth No. E-2 


Hamilton Steel Co. 
Cleveland, Ohio 


Booth No. P-23 


Handy & Harman 
New York, N. Y. 


Booth No. D-27 


Hardinge Brothers 
Elmira, N. Y. 


Booth No. L-14 


Harnischfeger Corp. 
Milwaukee, Wis. 


Booth No L-54 
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Hauck Manufacturing Company 
Brooklyn, N. Y 


Booth No. N-5 
C. I. Hayes, Ine. 


Providence, R. I. 


Booth No. G-15 


Hayes-Stellite Co. 
Kokomo, Ind. 


Booths Nos. N-30, N-32, 0-30, 
Y, of 0-34, and ¥, of 0-26 


Heat Treating & Forging 
Pittsburgh, Pa. 


Booth No. N-13 


Hevi Duty Electric Co. 
Milwaukee, Wis. 


Booth No. G-25 


Hobart Brothers Co. 
Troy, Ohio 


» Booth No. B-15 
A. F. Holden Co. 


New Haven, Conn. 


Booth No. M-18 


Hollup Corp. 
Chicago, Ill. 


Booth No. A-15 


Charles A. Hones. Ine. 
Baldwin, Long Island, 
New York 


Gas Section 


Hoskins Mfg. Company 
Detroit, Mich. 


Booth No. 'M-59 


E. F. Houghton & Co. 
Philadelphia, Pa. 


Booth No. I-8 


Illinois Testing Labs., Inc. 
Chicago, Ill. 


Booth No. N-26 


Industry & Welding 
Cleveland, Ohio 


Booth No. P-24 


International Nickel Co., Inc. 
New York City, N. Y. 


Booths Nos. B-7 and C8 


Tron & Steel Publishing Co. 
Pittsburgh, Pa. 


Booth No. 4 of 0-34 
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The Iron Age 
New York, N. Y. 


Booth No. 0-48 
C. O. Jelliff Mfg. Co. 


Southport, Conn. 


Booth No. N-11 


Johns-Manville Co. 
New York City, N. Y. 


Booth No. N-38 


Jones & Laughlin Steel Corp. 
Pittsburgh, Pa. 


Booth No. E-15 


The J. W. Kelley Co. 
Cleveland, Ohio 


Booth No. H-16 


Kelley-Koett Mfg. Co. 
Chicago, II. 


Booth No. A-18 


C. M. Kemp Mfg. Co. 
Baltimore, Md. 


Gas Section 
G. N. Krouse 


New Kensington, Pa. 


Booth No. Q-20 


Lakeside Steel Improvement Co. 
Cleveland, Ohio 


Booth No. O-22 


Leeds & Northup Company 
Philadelphia, Pa. 


Booth No, 1-15 


E. Leitz, Inc. 
New York, N. Y. 


Booth No. H-14 


Lewis Machine Co. 
Cleveland, Ohio 


Booth No. L-10 


The Lincoln Electric Co. 
Cleveland, Ohio 


Booth No. F-23 


Lindberg Engineering Co. 
Chicago, Ill. 


Booth No. L-33 


Linde Air Products Co. 
New York, N. Y. 

Booths Nos. N-30, N-32, 0-30, 

VY of 0-34, and 4 of O-26 
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Machinery 
New York City, N. Y. 


Booth No. O-21 


Macklin Co. 
Jackson, Mich. 


Booth No. C-26 


Magnaflux Corp. 
Chicago, Ill. 


Booth No. N-15 


Magnetic Analysis Corporation 
Long Island City, N. Y. 


Booth No. D-4 


Mahr Manufacturing Co. 
Minneapolis, Minn. 


Booth No. N-44 
P. R. Mallory & Co. 


Indianapolis, Ind. 


Booth No. H-26 


Manhattan Rubber Mfg. Co. 
Passaic, N. J. 


Booth No. 4 of H-2 


John A. Manning Paper Co., Inc. 
Troy, N. ¥. 


Booth No. ‘M-1 


Marburg Brothers, Inc. 
New York, N. Y. 


Booth No. L-50 


Metal & Thermit Corporation 
New York, N. Y. 


Booth No. H-27 


Metals & Alloys 
New York City, N. Y. 


Booth Ne. B-2 


Michiana Products Corp. 
Michigan City, Ind. 


Booth No. N-14 


Michigan Steel Casting Co. 
Detroit, Mich. 


Booth No. I-14 


Midvale Co. 
Nicetown, Philadelphia, Pa. 


Booth No. B-14 


A. Milne & Co. 
New York, N. Y. 


Booth No. D-22 
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Mpls.-Honeywell Regulator Co. 


Minneapolis, Minn. 


Booth No. N-22 
Modern Machine Shop 


Cincinnati, Ohio 


Booth No. M-14 


Molybdenum Corp. of America 
Pittsburgh, Pa. 


Booth No. O-24 
Monarch Steel Corp. 


Indianapolis, Ind. 


Booth No. M-55 


Morse Magneto Clock Co. 
New York City, N. Y. 


Booth No. O-47 


Mullite Refractories Co. 
Shelton, Conn. 


Booth No. O-15 


National Cylinder Gas. Co. 
Chicago, Ill. 


Booth No. M-44 


National Industrial Publishing Co. 
Pittsburgh, Pa. 


Booth No. O-27 


National Tube Co. 
Pittsburgh, Pa. 


Booth No. C-15 


New Jersey Zine Sales Co., The 
New York, N. Y. 


Booths Nos. D-21 and E-22 


Nickel & Chromium Products Co. 


New York, N. Y. 
Booth No. L-23 


North American Mfg. Co. 
Cleveland, Ohio 


Gas Section and M-45 


Norton Company 
Worcester, Mass. 


Booths Nos. Q-12 and Q-16 


Ohio Crankshaft Co. 
Cleveland, Ohio 


Booths Nos. A-5, A-9 and BA 


Tinius Olsen Testing Machine Co. 


Philadelphia, Pa. 
Booth No. B-8 
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Oster Manufacturing Co. 
Cleveland, Ohio 


Booth No. D-2 


Page Steel & Wire Division 
Bridgeport, Conn. 


Booth No. C-23 


Pangborn Corp. 
Hagerstown, Md. 


Booth No. P-27 


Park Chemical Co. 
Detroit, Mich. 


Booth No. M-11] 


Parker-Kalon Corporation 
New York, N. Y. 


Bootlt No. 1-26 


Partlow Corp. 
New Hartford, New York 


Gas Section 
Henry Pels & Co. 
New York, N. Y. 
Booth No. Q-28 


Philadelphia Drying Machinery Co. 


Nicetown, Philadelphia, Pa. 
Booth No. M-416 


Pittsburgh Instrument & Mach. Co. 


N. S. Pittsburgh, Pa. 
Booth No. G-34 


Product Engineering 
New York, N. Y. 
Booth No. N-53 


Products Finishing 
Cincinnati, Ohio 


Booth No, M-14 


Production Machine Co. 
Greenfield, Mass. 


Booth No. Q-23 


Pyrometer Service & Supply Co. 
Cleveland, Ohio 
Booth No. B-18 


Quigley Co., Inc. 
New York, N. Y. 
Booth No. L-37 


Republic Steel Corporation 
Cleveland, Ohio 


Booth No. E-6 
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John A. Roebling’s Sons Co. 
Trenton, N. J. 


Booth No. O-12 


Rustless Iron & Steel Corp. 
Baltimore, Md. 


Booth No. L-43 


Joseph T. Ryerson & Son, Ince. 
Chicago, Il. 


Booth No, 1-22 


Safety Gas Lighter Co., The 
Lynn, Mass. 


Booth No. 1-33 


Salem Engineering Co. 
Salem, Ohio 
Booth No. M-10 


George Scherr Co., Inc., 
New York, N. Y. 
Booth No. D-26 
Selas Company 
Philadelphia, Pa. 
Gas Section 


Sentry Company, The 
Foxboro, Mass. 


Booth No. O-25 


Spencer Turbine Co., The 
Hartford, Conn 


Booth No.N-34 


Steel 
Cleveland, Ohio 
Booth No. Q-4 


Steel City Testing Laboratory 
Detroit, Mich. 
Booth No. M-5 


Stoody Co. 
Whittier, Calif. 
Booth No. N-8 


D. A. Stuart & Co. 
Chicago, Ill. 


Booth No. L-25 


Surface Combustion Corp. 
Toledo, Ohio 


Gas Section 


Syncro Machine Co. 
Newark, N. J. 


Booth No. N-1 
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C. J. Tagliabue Mfg. Co. 
Brooklyn, N. Y. 


Booth No. M-15 


Timken Steel & Tube Co. 
Canton, Ohio 


Booth No. F-33 


Titanium Alloy Mfg. Co. 
Niagara Falls, N. Y. 


Booth No. M-50 


Una Welding, Inc. 
Cleveland, Ohio 


Booth No. H-23 


Union Carbide Co. 
New York City, N. Y. 


Booths Nos. N-30, N-32, O-30, 
VY of O-34, and 4 of O-26 


United States Steel Corp. 
Pittsburgh, Pa. 


Booth No. C-15 


Universal Steel Co. 
Bridgeville, Pa. 


Booth No. G-32 


Vanadium Alloys Steel Co. 
Pittsburgh, Pa. 
Booth No. Q-28 


Vanadium Corporation of America 
New York City, N. Y. 


Booth No. G-2 


Victor Saw Works, Inc. 
Middletown, N. Y. 


Booth No. F-2 


Welding Engineer, The 
Chicago, Ill. 
Booth No. M-49 


Wells Manufacturing Corp. 
Three Rivers, Mich. 


Booth No. 1-2 


Wheelco Instruments Co. 
Chicago, Ill. 


Booth No. I-32 


Wheelock, Lovejoy & Co., Ine. 
Cambridge, Mass. 


Booth No. H-21 


Wheelock, Lovejoy & Co., Inc. 
Detroit, Mich. 


Booth No. H-21 
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Williams & Co. 
Cleveland, Ohio 


Booth No. O-39 


Wilson Mechanical Instrument Co. 
New York, 


Booth No. C25 


Wilson Welder & Metals, Inc. 
North Bergen, N. J. 


Booth No. G-7 


Wire Association 
New York, N. Y. 


Booth No. N-1, Northern Part 
Youngstown Sheet & Tube Co. 


Youngstown, Ohio 


Booth No. E-24 


Carl Zeiss, Inc. 
New York 


Booth No. C-33 


DESPATCH CONTINUOUS CONVEYOR 
OVENS. The Despatch Oven Company, 
622 Ninth St., S. E., Minneapolis, Minn., 
has issued two bulletins describing some 
of the newest ovens which have been 
built by this firm for use in the manu- 
facture of steel doors, bed springs, camp 
stoves, steel barrels, display cabinets, 
auto trunks, and so on. In each case 
the equipment is illustrated and is ac- 
companied by detailed description. Copy 
free. 








M & W Enamels 


A new line of air-drying enamels, 
especially designed to prevent the cor- 
rosion of iron and steel in railroad, 
marine, mining, oil, and general indus- 
trial service, has been developed by 
Maas & Waldstein Co., Newark, N. J. 
These anti-corrosive enamels are made 
of rust-resisting pigments and a syn- 
thetic resin vehicle, and form a hard, 
tough coating that is resistant to wear 
and is of pleasing appearance. Accord- 
ing to the manufacturer, exposure tests, 
conducted over a long period of time, 
show that they are particularly effective 
in providing protection from the corro- 
sive action of humidity, salt water, 
alkali, and a variety of chemicals, and 
in preventing electrolytic action. 

These new enamels can be applied 
either by brush or spray, and cover ap- 
proximately 350 ft. per thinned gallon. 
They air-dry in four hours and harden 
overnight. Types for baking in one 
hour at 250 to 350 deg. F. can also be 
supplied. Available colors are brown, 
black, red, and a bronze liquid. 
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CIRCULATION | . 


N response to popular demand, PRODUCTS FINISHING is being launched 
into the field to serve those interested in metal cleaning, polishing, plating, : 
burnishing, japanning, lacquering, painting, and finishing operations. 


Following is a breakdown of the circulation of the first issue by industries: 


Metal-working Plants (Pres., Vice-Pres., Sec. & Treas., Gen. 
Mgrs., Works Mgrs., Engineers, Supts., and Foremen in 
I rics ieesisnsricsierceincientiisinsicianerinisisedenaann 8,722 


Plating, Buffing and Polishing Companies.............................. 1,191 


Foundries (Aluminum, Brass, Gray Iron, Malieable, and Steel) 2,784 








Platers and Polishers Supply Houses...............................-...--- 114 
IVMIBCOMGQMOOMS: (5.25.2: 25.25-52 5250.53. 20c5s lose Pieeideweiedenees den eee ee 125 
12,936 
Copies for Distribution at National Metal Show...................... 500 
13,436 
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ADVERTISING RATES 










| Per Page | Per 2 Page | Per 4 Page | Per Yg Page 


12 Months| $ 85.00 | $50.00 | $30.00 | $17.50_ 
6 Months| 100.00 | 60.00 | 35.00 | 20.00 
3 Months| 120.00 | 70.00 | 40.00 | 25.00 


~1 Month | 140.00 | 80.00 | 50.00 | 30.00. 














If you desire additional information concerning 
advertising in this publication, please write 


PRODUCTS FINISHING 


704 RACE STREET 
CINCINNATI, OHIO 


REPRESENTATIVES: 


IVER W. LEE GEORGE H. MEYERS GRANVILLE M. FILLMORE 
Pacific Coast Manager Western Manager Eastern Manager 
949 Maple Ave. Tribune Tower 342 Madison Ave 
Los Angeles Chicago New York 
Phone Vandike 3916 Phone Sup. 8329 Phone Murray Hill 
6-3899 





IRCULATION of 10,000 COPIES -per Issue 
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Parker Rust-Proof 
Launches Zinc 
Bonderizing Process 


New Process Prevents Corrosion and Holds Paint on Zinc 
Die-Castings and Galvanized Iron 


ACK in 1915, when American 
manufacturers were just step- 

ping into the new era of wartime 
prosperity, the Parker Rust-Proof 
Company launched the first completely 
successful chemical rust-proofing 
treatment for iron and steel. Almost 
overnight that treatment, known as 
Parkerizing, grew from a little known 
process to one of the most widely used 
in the automotive and industrial fields. 
Thirteen years later, in 1928, Par- 
ker research engineers announced an- 
other Parker process—Bonderizing— 
that not only prevented rust on fer- 
rous metals but also provided a bond 
for paint finishes. Today many of the 
essential working parts of practically 


all of the motor cars rolling off Amer- 
ican production lines are Parkerized. 
Bonderizing for paint-coated sheet- 
metal parts is considered essential by 
the majority of automobile producers. 
Parker Processes protect bicycles, re- 
frigerators, light fixtures, grave 
vaults, scales, electrical transformers 
and hundreds of other parts of prod- 
ucts in the industrial and consumer 
goods fields. 

Working behind closed doors, Par- 
ker researchers in Detroit have been 
testing, experimenting and retesting 
a new Parker process. They have just 
made the announcement that they 
have perfected a new process and are 
satisfied with their tests. The new 





Fig. 1—(Left) Plain zine surface as it appeared before Bonderizing. 


(Right) The same type 


of zinc surface, illustrating the surface change produced by Bonderizing. 











October, 1936 


PRODUCTS FINISHING 43 





Fig. 2—(Left) Photomicrograph, enlargement 30 times, showing how the surface of untreated 
zinc appears under the microscope. (Right) Photomicrograph, enlargement 30 times, showing 
the surface change that takes place when zinc is Bonderized. 


process is called Bonderite “Z”. This 
latest Parker process prevents cor- 
rosion and stabilizes paint finishes on 
zinc-alloy die-castings and galvanized 
and galvanealed iron. Like the other 
now famous Parker processes, it is a 
low-cost, easily applied, chemical con- 
version process that both coats and 
alters the surface of the metal. 


Opens New Opportunities for Industry 
Metaliurgists, designers, sales en- 
gineers and executives who have seen 
the results of tests with the new 
Bonderite “Z’ process unite in agree- 
ing that it will open the door to new 
sales opportunities and new markets 
for many manufacturers. And weil 
might they agree on this score, as 
most manufacturers know zinc-die- 
castings have several important ad- 
vantages. They require little or no 
machining and finishing. They can be 
more easily cast into intricate shapes. 
And usually they can be produced in 
quantities more economically. 
Galvanized and galvanealed iron, 
too, have long been considered the 
ideal materials for countless stamp- 
ings, linings and other parts or prod- 


ucts that are to be subjected to long 
and hard use. 

Nevertheless, these materials have 
been kept out of some markets be- 
cause of corrosion difficulties and poor 
paint holding qualities. But now, with 
the development of the Bonderite “Z” 
process that prevents corrosion and 
gives them a substantial base for 
paint, zine and galvanized iron car 
step into these markets. Bonderite 
“Z” greatly extends their already 
wide sales fields. 


How Bonderite “Z” Works 

Technically, Bonderite “Z”’ is a2 
chemical conversion process. It con- 
verts the metal’s smooth surface into 
an absorbent, paint-holding, crystal- 
line structure and produces an insol- 
uble phosphate salt coating that be- 
comes an integral part of the metal 
itself, 

Bonderite “Z’’ may be applied to 
zinc -alloy die-castings, stampings, 
forgings, and rolled or machined 
parts and galvanized or galvanealed 
parts of any size or shape. Its re- 
markable effectiveness is best dem- 
onstrated on parts having recesses, 














44 PRODUCTS FINISHING 


depressions or internal threads. It 
contacts all surfaces equally, con- 
verts the metal, and deposits its pro- 
tective coating in every crevice and 
corner. Because it is a chemical con- 
version process, and because it is ap- 
plied at comparatively low temper- 
atures, Bonderite “Z’’ does not change 
the size, shape or contour nor does it 
distort or warp the production treated. 
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trated liquid form which requires only 
the addition of water to prepare the 
working solution. A simple titration 
indicates the concentration of the 
processing solution which can easily 
be kept at the proper working 
strength by the addition of the con- 
centrated Bonderite “Z’” chemical. 
The entire process, including chem- 
icals, labor, and write-offs on equip- 





Fig. 3—(Left) Zinc panel finished with Bonderite “‘Z’’ and sprayed with a three-coat lacquer 


finish. The coating is still in good condition after testing in salt spray for 500 hours. 


(Right) 


Zinc panel identical with panel at left, except that it was not Bonderized before applying the 


lacquer. 


Like Bonderite “B” and “X” and its 
other related processes Bonderite “Z” 
requires comparatively simple equip- 
ment, is easily applied, and is inex- 
pensive. It requires no electric cur- 
rent. Besides ordinary cleaning and 
rinsing tanks, the only other equip- 
ment needed is a processing tank of 
sufficient size—and trays, baskets or 
hooks in sufficient quantity—to han- 
dle the daily production requirements. 
Bonderite “Z’’ can be applied with- 
out expert supervision. Parts to be 
treated are simply cleaned, immersed 
in the processing tank one-half to 
three minutes, removed, rinsed and 
dried. 
i Bonderite “Z” comes in concen- 


The finish has definitely failed. 


ment, adds but a fraction to the total] 
cost of any product. 


Tests Prove Effectiveness of 
Bonderizing 


Day after day at the Parker Lab- 
oratories in Detroit, hundreds of Bon- 
derized and non-Bonderized zinc-alloy 
die-castings and galvanized and gal- 
vanealed sheets—finished with nearly 
every kind and type of paint, enamel 
and laquer—are made to face relent- 
less salt spray, humidity and adhesion 
tests. These “third degree” tests in- 
variably reveal that whereas un- 
treated bare zinc corrodes and the 
finish on untreated zinc fails, Bon- 
derized surfaces retain their finish 
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and do not corrode. 

The accompanying photographs il- 
lustrate these tests. Fig. 1 shows the 
change that comes over zinc when it 
is Bonderized. The sample at the left 
is untreated. Its surface is smooth, 
non-absorbent. It affords no adequate 
foothold for paint. It has no coating 
to guard against corrosion or to neu- 
tralize chemical action between the 
paint and the zinc. 

The sample at the right in Figure 1 
has been Bonderized. An insoluble 
phosphate coating has formed on the 
surface. Because this coating consists 
of millions of minute crystals, it pro- 
vides a foundation for paint. Paint 
flows into the spaces between the crys- 
tals and when it hardens, securely an- 
chors itself in place. 

Figure 2 shows the same two sam- 
ples as Figure 1, except they are en- 
larged 30 times thus defining more 
clearly the change that Bonderite “Z” 
produces. 

Fig. 3 shows two pieces of zinc 
that were finished with three coats of 
lacquer, scratched and subjected to a 
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salt spray for 500 hours. As can be 
noted, the finish on the Bonderized 
piece (left) came through the severe 
test practically intact, but the finish 
on the untreated piece (right) has 
obviously broken down. 

The samples shown are typical. 
The same sort of tests, made on zinc 
in nearly every form and with nearly 
every type of paint system, show 
similar results. 


New Process Available to All 
Manufacturers 

Like the other Parker processes, 
Bonderite “Z” licenses will be awarded 
to manufacturers who wish to set up 
their own processing equipment; and 
complete Bonderite “Z’” service will 
be available to small manufacturers 
and occasional users at the twenty- 
two Parker Jobbing Service Plants 
dotting the country from Boston to 
San Francisco. 

A 12-page illustrated book, describ- 
ing the new Bonderite “Z” process, 
will be sent on request by the Parker 
Rust-Proof Company, Detroit, Mich. 





FABRICATION AND TREATMENT OF 
USS STAINLESS AND HEAT-RESISTING 
STEELS. Peter A. Frasse & Co., Inc., 17 
Grand St., New York, N. Y., have pub- 
lished a new 42-page booklet on Fabri- 
cation and Treatment of USS Stainless 
and Heat Resisting Steels. A major 
service of the modern steel warehouse 
is that of its technical staff, which 
serves as a clearing house of informa- 
tion on new products, new applications 
and methods of fabrication and treat- 
ment in all types of steel. 

The new booklet contains a summary 
of the latest information on the fabri- 
cation and treatment of USS Stainless 
Steels, carefully indexed, and is designed 
not only for general information but as 
@ practical help to the engineer and shop 
foreman. Copy free upon request. 





FACTS ABOUT METAL POLISHING 


Users of abrasives will be interested in 
this book which has just been issued 
by the Norton Company, Worcester, 
Mass. Among the subjects covered, as 
evidenced by the chapter headings, are: 


Physical Properties Required in Abrasive 
Grain; Preparation of Glue; Setting Up 
Polishing Wheels; Correct Drying; Pol- 
ishing Different Metals. The book also 
includes a table of recommended grain 
sizes for various types and kinds of work. 
Copy free upon request. 


Bright Zinc Plating Finish Pro- 


duced by “Mazic” Process 

Zinc is claimed by some manufactur- 
ers to afford first-class protection against 
rust. The wide application of zinc 
plating has, however, been delayed by 
lack of a plating method which would 
produce a bright, rather than white, 
finish and which would be easy to main- 
tain. 

The ‘“Mazic Process” of bright zinc 
plating which has been developed by 
the Hanson-Van Winkle-Munning Co. of 
Matawan, N. J., permits heavy deposits 
from a cyanide solution and is said to 
give satisfactory results in steel tank, 
semi-automatic and full automatic plat- 
ing systems. The plate is truly bright 
and is said to compare favorably with 
the best cadmium finishes. 
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What’s New in Equipment 
and Materials 








Detrex Degreasing Machine 


The illustration shows what is said to 
be the largest degreasing machine in 
use in this country. The machine, a 
product of the Detroit Rex Products 
Co., 18005 Hillview Ave., Detroit, Mich,, 
is now a part of the equipment of the 
Dodge Division of the Chrysler Corpora- 
tion. Fenders and sheet metal parts are 





Detrex Degreasing Machine 


degreased in this equipment before 
being bonderized. The parts to be 
cleaned are carried through the heavy 
vapor of chlorinated organic solvent 
which rapidly condenses on the metal 
surfaces and, in flowing off, carries all 
oil and grease with it. 

The Detrex Degreasing Machine is 
served by two Monorail Conveyors, each 
carrying a continuous stream of metal 
parts at a speed of approximately 20 ft. 
per minute through the _ vapor. All 
cleaning is automatic with a normal pro- 
duction of 17,000 lbs. per hour and a 
peak production of 60,000 lbs. per hour. 
The machine itself is 65 ft. 5 in. long, 


10 ft. 5 in. wide, and 19 ft. 43/16 in. 
high. 

The vapor line in this Detrex De- 
greaser stands about 8 ft. above the 
floor and is controlled by a cold water 
condenser that condenses all vapors 
above that point, the condensate flow- 
ing back into the boiling chambers. 
While the machine is operating, the sol- 
vene is kept at a boiling temperature 
by means of steam coils 
running along the bottom 
of the boiling chamber. In 
addition to the degreasing 
machine itself, a_ still is 
used to reclaim dirty sol- 
vent at a rate of 50 gal. 
per hour. The machine it- 
self automatically  distills 
250 gal. of solvent per hour 


27x36-In. Wheelabrator 
Tum-Blast 


A new small Wheelabrator 
unit designed especially for 
use in foundries shops and 
plants having a limited pro- 
duction, is announced by 
The American Foundry 
Equipment Company, 557 
Byrkit Street, Mishawaka, 
Ind. The new Wheelabrator 
unit is installed in a new 
size Tum-Blast mill. While 
smaller in size, this mill has 
all the desirable features 
which are responsible for 
the international popularity 
of the larger Wheelabrator 
Tum-Blast. 

Material to be cleaned is 
loaded directly onto the apron conveyor. 
When the mechanism is set in operation 
the action of the conveyor apron cascades 
the individual castings, over and over, 
directly under the blasting area, assur- 
ing complete coverage at all times. In 
unloading, the movement of the con- 
veyor is reversed, allowing cleaned prod- 
ucts to spill into waiting receptacles un- 
der the machine. 

Centrifugal force replaces compressed 
air as a driving agent in whipping abra- 
sive onto the work to be cleaned in the 
Wheelabrator. Abrasive is fed by grav- 
ity from an overhead storage bin in the 
center of the Wheelabrator. After blast- 
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ing, it drops through holes in the con- 
veyor plates into a hopper below where 
refuse is automatically screened out. 
Cleaned abrasive drops into the boot of 





ee nnn 


27x36-In. Wheelabrator Tum-Blast 





a bucket elevator and is lifted to an 
overhead storage hopper for reuse. Steel 
grit or shot may be used over and over. 
Dust is carried out of the Tum-Blast by 
the American Dustube Collector oper- 
ated in conjunction with the machine. 





Increase Your 
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The abrasive cycle used in Wheelabrating 

is constant until the machine is shut 

off for loading or unloading. 
Many new developments are incor- 
porated in the construction of 
the unit. The door is counter- 
weighted for easy operation. It 
swings up and provides an un- 
obstructed opening for loading 
and unloading. It is completely 
equipped with dust seals. The 
apron conveyor can be provided 
with either overlap or flat type 
slats, depending on the type 
of material to be cleaned. Both 
slats are furnished with heavy- 
duty reinforcing channels. 

Having an operating load ca- 

pacity of five cubic feet, the 
27x36-in. Wheelabrator Tum- 
Blast answers the need of man- 
ufacturers with a limited pro- 
duction for automatic cleaning 
equipment which is both eco- 
nomical in operation and main- 
tenance. 





Hammond Automatic 
Polishing and Buffing 
Machine 


An automatic polishing and 
buffing machine built in two 
types and five models ranging 
from ¥% to 3 h.p. has been an- 
nounced by the Hammond Ma- 
chinery Builders, Inc., Kalama- 
zoo, Mich. The % h.p. and 1 
h.p. sizes—to be known as the 
JR models—are_ especially 
adapted to the speedy handling 
of light, flat work, such as link 
pin heads, screw heads, and 
similar small parts. The 1%, 2 
and 3 h.p. sizes—to be known as the 
JRH models—are designed for handling 
small die castings, small gears, door 
knobs, lock parts, light brass parts and 
other circular work up to 5-in. diameter. 





CUT YOUR 

PACKER Polis hing and Buffing FINISHING 
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of Automatic Polish- P 
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The manufacturer states that production 
on these machines is limited only by 
the skill and dexterity of the operator, 











Hammond Automatic Polishing and Buffing 
Machine 


a production as high as 1800 pieces per 
hour being possible. 

The Geneva-rotated work table has 
eight revolving work spindles which are 
connected by chain sprocket drives to 
a ball bearing worm gear reducing unit 
which is operated by V belt drive from 
a motor in the base. This drive permits 
regulation of indexing and work rotating 
speeds to meet prevailing conditions. The 
work table and all shafts and spindles 
are mounted on dust-proof, grease-sealed 
ball bearings. All motors are ball bear- 
ing and provided with overload protec- 
tion controls. 

The frame is massive and well-ribbed, 
provided with the necessary openings to 
permit of ready access to the operating 
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mechanism. The Type JR motors are 
fitted with extended spindles held rigidly 
on columns in horizontal position with 
a handwheel vertical adjustment. The 
Type JRH motors have threaded spindle 
shafts mounted on cross slides with 
worm gear pivot action. The wheels are 
hooded and equipped with two-way ex- 
haust heads for carrying off dust. 





Udylite Semi-Automatic 
Plating Machine 


The Udylite Company, 1651 East Grand 
Blvd., Detroit, Michigan, announces the 
development of a new semi-automatic 
plating machine. This machine is said 
to offer the advantages of better plating 
results, closer production regulation and 
lower plating costs. Construction of the 
new unit includes a number of improve- 
ments in design which contribute to 
lower operating cost and a minimum of 
maintenance expense. 

Better plating results and a marked 
reduction of rejects are effected because 
each piece being plated is subjected to 
identical plating conditions: i.e., plating 
time, current density, etc. Therefore, 
the machine can be set and work plated 
to the desired thickness specification is 
produced. 

Production can be regulated within 
very close limits. The work racks are 
hung on the chain conveyor and are 
carried away from and brought to the 
operator at a definite rate of speed. 
This results in a continuous uninter- 
rupted flow of production which in turn 
meens a saving in labor. Any desired 
speed between 1 and 4 ft. per min., is 
obtainable. 

In addition to money saving through 
reduction of rejects and closer produc- 
tion regulation, the Udylite Semi-Auto- 
matic effects still further savings in that 
one man can do the work of two or pos- 
sibly three with several still tanks. 





Side view of 18 ft. Udylite semi-automatic plating machine. Drive mechanism is mounted on 


common bed plate (left) to preserve proper alignment. 


At right is the loading end. 
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In the construction of the Udylite 
Semi-automatic, attention has been paid 
to simplicity, compactness and durabil- 





Close-up of chain-cathode hook combination. 
Chain is directly engaged to hook and exerts 
direct pull which results in smooth operation. 


ity. Design features include strong 
structural steel chassis, new, simplified 
chain-hook combination, alloy steel 
chain with breaking strength exceeding 
5 tons, and cut tooth drive sprockets. 
The machine is equipped throughout 
with ball and roller bearings which need 
lubrication but once every six months. 
Hooks are designed for heavy loads. The 
Udylite Semi-Automatic is made in a 
wide variety of sizes to conform to the 
individual plating problem. 





Binks Portable Paint Sprayer 


Development of a rubber tired port- 
able paint spraying unit, adaptable for 
both interior and exterior painting and 
for light duty touch-up and refinishing 
work, has been announced by the Binks 
Mfg. Co., 3114 Carroll avenue, Chicago, 
Ill. The unit was designed to fit needs 
of master painters, decorators, building 
contractors, and others, for a medium 
size painting outfit for maintenance 
work on furniture and equipment in 
factories, theaters, hotels, schools, hos- 
pitals, railroads and residences. In ad- 
dition, it is said to provide a faster 
painting method for service repair de- 
partments of refrigerator, radio, auto- 
motive and furniture manufacturers. 

Mounted on a wheeled base, the unit 
consists of a % h.p. electric motor, an 
air compressor unit, a two gallon capac- 
ity pressure tank,..a standard Binks 
bleeder type spray gun with adjustable 
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nozzle, and various lengths of rubber 
hose. Complete, the outfit weighs only 
180 pounds. 

The spray gun furnished with the unit 
is a Binks Thor Model 6B gun, recom- 
mended for touch-up and fine finish 
work. An alternate spray gun with a flat 
nozzle or round and angle spray can be 
used for maintenance work. The com- 
pressor unit is of two-cylinder, air- 
cooled type, with a bore of 2% in. and 
a stroke of 134 in. It has a working 
pressure of 45 lbs. and is driven by a 
V-belt from the electric motor. The air 
chamber is equipped with a drain cock 
and safety valve set at 60 lbs. pressure. 
The chamber serves as an oil and water 
extractor, also. 

The pressure tank is equipped with 
one air pressure regulator and gauge, 
and a safety valve set for 60 lbs. pres- 
sure. Three lengths and types of hose 
are provided, including a 25 foot length 
of air hose from the compressor to the 
tank, a 12 foot length of \% in. air hose 
from the tank to the gun and a similar 
length of % in. material hose and con- 
nections to go from the tank to the 


A ¥Y% h.p. gasoline motor may be used 
where electricity is not available for 





Binks Portable Paint Sprayer 


painting farm buildings, railroad build- 
ings and equipment for city, state, and 
federal maintenance work. 





Milburn Announces Improvements 
In Fluid Nozzles and Atomizer 
Heads For Paint Spraying 
Equipment 


The Paint Spray Equipment Division 
of the Alexander Milburn Company, 
1493 W. Baltimore St., Baltimore, Md., 
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Milburn Fluid Nozzle and Atomizer Head 


announces major improvements in at- 
omizer heads and fluid nozzles for their 
latest Paint Spray Guns. 

The fluid nozzle is of a materially 
improved design and incorporates fea- 
tures which make it a more efficient 
and economical unit for spraying various 
materials. It is made of a special grade, 
wear-resisting steel with unusually long 
tapered seat, accurately machined and 
burnished for perfect alignment with 
atomizer head. Generous air passages, 
closely spaced, provide a large annular 
air supply to atomizer head resulting in 
a perfectly atomized spray. The internal 
tapered seat is finished to exacting spec- 
ffications allowing the paint needle point 
to seat accurately and prevent dripping 
or spattering. One particular feature is 
that the nozzle seats on the base of the 
thread of the head which keeps paint or 
other material entirely out of the 
threads eliminating the usual clogging 
common to most spray guns. 


The bronze atomizer head is of simple, 
one piece design, precision made with 
straight air passages eliminating friction 
and rendering it easy to clean. Perfect 
alignment of seats is assured. Ample air 
requirements are provided by large non- 
frictional air passages and expansion 
chambers which increase the velocity 
and volume and are said to produce 
very fine atomization at lower pressures. 
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These new fluid nozzles and atomizer 
heads are manufactured for siphon or 
force feed and in sizes and styles to 
handle any type of material from the 
finest lacquer to the heaviest synthetic 
enamel. 





Francis Model T-R Coating 
Machine for Sheet Stock 


A machine wherein a uniform film of 
paint or other finishing material can be 
automatically applied to rigid or flexible 
sheet stock (flat or curved) has been 
developed by the Chas. E. Francis Co., 
Rushville, Ind. It is called the Francis 
Model T-R Coating Machine. The ar- 
rangement of rolls provides for excep- 
tionally close regulation. 


Referring to the accompanying cross- 
sectional drawing, the foundation roll, 
R', turns in a bath of paint, picking up 
an excessive amount. The doctor roll, 
R‘, is adjusted to regulate the amount 
of paint on the foundation roll, to be 
carried to the transfer roll, R?. The 
transfer roll, coming in contact with the 
fountain roll, becomes coated and in 
turn coats the applying roll, R*. 


All of the rolls are provided with ac- 
curate adjustment, and the adjustment 
between one pair does not interfere with 
that of any of the others. Setting the 
rolls for different thickness of materials 
to be coated does not interfere with the 











Francis Model T-R Coating Machine for 
Sheet Stock 


coating adjustment, as the whole group 
of rolls above the feed line is adjust- 
able as a unit. 

Rigid materials, such as plywood pan- 
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els or sheet metal, are fed directly be- 
tween the coating roll, R* and the feed 
roll, R5, but an extra pair of nip rolls, 
R® and R’, is furnished for thin flex- 
ible materials such as paper, leather and 
fabrics, so that it is not necessary to 
adjust the nip between the regular feed 
roll and the coating roll so close that 
the feed roll or belt might become 
coated. 

Rolls can be furnished in any metal, 
or covered with rubber, synthetic rub- 
per, or gelatin for coating with paint, 
varnish, lacquer, enamel, or other ma- 
terials. The direction of rotation of the 
transfer roll R? can be reversed so that 
a more varied degree of coating can be 
had. 





U. S. Model 95 Multi-Speed Buffer 
and Polisher 


The United States Electrical Tool 
Company, 2471 W. 6th St., Cincinnati, 
Ohio, has brought out a multi-speed 
buffer and polisher to be known as the 
U. S. Model 95. The U. S. Model 95 is 
said to solve an important problem in 
the plating industry, particularly in the 
ever-increasing alternating current dis- 
tricts. Because of the standards in the 
plating industry, it has been desirable 
to use speeds on buffing which are not 
available in directly connected units of 
A.C. of standard cycle. The U. S. Model 
95 Buffer is said to solve this problem 
by providing a selective gear drive. 

The machine is simple in design, pos- 
itive in action, and flexible in speed. 
Four wheel speeds from 2000 to 3000 
r.p.m. are provided, or any range desired. 
The speeds can be changed in just a 
few seconds by the speed lever mounted 


U. S. Model 95 Multi-Speed Buffer and Polisher 


on the front of the machine. The buffer 
is also obtainable as a grinder in the 
U. S. Model 64 and 65. 
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Leiman Bros. Continuous Feed 
Sand Blast 


The illustration shows a continuous 
feed sand blast machine that has been 
placed on the market by Leiman Bros., 
Inc., 150 Christie St., Newark, N. J. The, 








Leiman Bros. Continuous Feed Sand Blast 


machine is intended for the sand blast- 
ing of comparatively small work and is 
of simple construction. The machine 
can be supplied with cabinets 24x60, 
30x36, 18x24, or 10x12 in. in size. The 
sand is fed into a pipe in the top of 
the machine, and the speed of the blast 
is regulated by a foot lever, giving the 
operator the use of both hands for 
manipulating the work. Two openings 
for the operator’s hands are provided 
at the front of the machine, each open- 
ing having cloth cuffs which fit tightly 
around the wrists. Work is admitted 
through a large opening in the side of 
the machine, and glass panels in the 
sloping sides at the top admit light and 
make it possible for the operator to see 
what he is doing. 


A metal apron is provided at the front 
of the machine to catch sand when re- 
moving the hands from the cuffs. A 
wire screen forms a floor upon which 
the articles are caught when dropped 
from the hands. A small door at the 
bottom may be opened to recover any 
article which may find its way to the 
bottom of the machine, thus preclud- 
ing necessity of taking the piping apart. 
Enough sand for many days use is held 
in the compartment at the bottom of 
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the machine, as the sand is used over 
and over again automatically. The pip- 
ing system employed consists of standard 
pipe iron and fittings which can easily 
be procured should they require renewal 
at any time. No suction fan is needed 
to carry off dust, as all the dust is con- 
fined inside of the cabinet. 





Mercil Type Burnishing Barrel 


Several exclusive features mark the 
Mercil Type Burnishing Barrel developed 





Mercil Type Burnishing Barrel 


by Hanson-Van Winkle-Munning Co., 
Matawan, N. J. 

Extensive use of electro-welding and 
the use of anti-friction bearings through- 
out make possible a machine combin- 
ing lightness, strength and durability. 
The burnishing barrel proper, gearing 
and motor are combined into a single 
unit. Operation at any angle is quiet 
and efficient and the angle may be 
changed while the machine is running. 
Motor, gears and most of the cylinder 
are covered by a steel shell making the 
apparatus splash-proof. Safety guards 
are unnecessary with this machine. 

Operation is exceedingly simple. A 
motor control switch is mounted on the 
front of the frame. Notched plates on 
the right hand trunnion bearing lock 
the barrel at the desired angle. A unique 
cover lifting device and support facili- 
tate handling the machine and the work 


MSA Abrasive Mask 


The MSA Abrasive Mask, a recent de- 
velopment of the MSA Dust Research 
Laboratories, has been announced by the 
Mine Safety Appliances Company, Pitts- 
burgh, Pa. The mask is a lightweight, 
comfortable unit, capable of giving 
complete protection to the wearer from 
the heavy concentrations of fine dust 
present in shot and sand-blasting rooms 
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It is sturdily constructed and able to 
withstand the impact of high-velocity 
abrasives. The protective efficiency and 
durability of the MSA Abrasive Mask 
has been thoroughly tested and proved 
by months of service on both shot and 
sand-blasting work. 

Air is fed into the facepiece through 
a corrugated rubber tube which permits 
free movement of the héad. The incom- 
ing air enters the lower part of the 
face-piece and passes out through double 
exhalation valves, whose extremely low 
resistance to the air flow permits low 
pressure in the facepiece and assures an 
ample supply of air. 


A latex-covered silk hood which is ex- 
tremely low in weight, tough and re- 
Silient to the high-velocity impact of 
the abrasive particles, fits neatly over 
the head and shoulders of the operator 
and fastens at his waist, exposing only 
the lens section of the facepiece. 


The air passing out the exhalation 
valves from the mask serves to inflate 
the hood slightly, providing an aircush- 
ioning effect which increases the nat- 
ural resistance of the fabric to the 
wearing action of the shot or sand. The 
hood is removable and replaceable, be- 
ing attached to the facepiece with readi- 
ly-opened fasteners. 


The mask has a flow control valve 
with a “bump-proof’”’ adjustment. The 
setting cannot be changed accidentally, 
since the handle is normally held in a 
released or “free-wheeling” position by 
means of a spring which must be pushed 
in by the operator to an engaged posi- 
tion and then turned to change the 
flow of air. 

In the event the air supply should 
fail, or become unusable, for any reason, 





MSA Abrasive Mask 
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a lever extending over the air-supply 
nipple of the flow control valve im- 
mediately detaches the mask from the 
air line when pulled upward by the 
operator. This enables the operator to 
break his connection and breathe 
through the filter on the free end of the 
corrugated tube, and leave the confined 
space. 

If desired, a replaceable charcoal car- 
tridge filter can be provided to remove 
objectionable odors and foreign matter 
such as dirt and oil from the incoming 
air for the further protection of the 
operator. 


“Grainlock” Water Soluble 
Cement 


A cement for use in setting up polish- 
ing wheels which, according to the man- 
ufacturer, hardens rather than softens 
under heat and which requires no cook- 
ing, has been placed on the market by 
Industrial Lubricants Co., 5734 12th St.. 
Detroit, Mich. This cement, which is 
known as “Grainlock’’, is a water soluble 
cement which has been chemically treat- 
ed to lessen the surface tension and 
make it more penetrating in solution 
than ordinary water. It does not have 
to be heated to make it penetrate into 
the pores of abrasive grains, even though 
the grains may have been exposed to 
normal shop dust. It is intended to be 
used just as it comes—without thinner 
and without heating. 

The manufacturer states that “Grain- 
lock” cement holds the grain with max- 
imum tenacity and the grain is said to 
shell off very slowly. The large number 
of pieces that can be polished with one 
wheel “set-up” mean less frequent wheel 
changes and more steady production by 
the use of comparatively few wheels. 

The fact that “Grainlock” hardens 
rapidly under heat makes it possible to 
force-dry wheels and thus speed up the 
setting-up operation. A more important 
feature is the fact that friction heat 
generated in operation causes “Grain- 
lock” to become brittle and fracture 
into small areas as the wheel runs and 
comes in contact with the work. Fresh 
cutting edges of the grain are thus con- 
stantly being exposed to the work with 
the result that the cutting is more open. 
This is said to mean that a “Grainlock” 
set-up wheel has less tendency to clog 
when polishing soft metals, resulting in 
longer service and less opportunity for 
scoring the work. 

Hardening under heat is also said to 
reduce glazing to a minimum and thus 
prevent “wheel burn.” Inasmuch as the 
cement does not soften under heat, it 
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is impossible for the grains to sink into 
the glue. With the polishing grains 
maintained on a hard surface, the work 
cannot come in contact with the bond- 
ing agent and is thus prevented from 
discoloration. With no burning of the 
wheels, there are no burned wheels to 
repair. 

Inasmuch as no cooking is necessary, 
the expense of cooking equipment is 
saved in addition to the floor space 
which otherwise would be necessary. 
The fast-drying quality of the cement 
reduces the number of drying racks re- 
quired. The fast cutting action and 
high efficiency of the wheels set up with 
“Grainlock” reduces costs on polishing 
jobs. 

A sample of “Grainlock” polishing 
wheel cement will be sent to any plant 
executive or polishing department fore- 
man upon request. 





Industrial Automatic Filter Powder 
Feeder and Mixer 


An automatic filter by the use of 
which measured amounts of “Hyflo Filter 
Powder” can be mixed and fed into 
plating solutions while filtering has 
been brought out by the Industrial Filter 
& Pump Mfg. Co., 1030 W. North Ave., 
Chicago, Ill. This machine can be used 
in connection with all makes of pres- 
sure filters now being used to filter plat- 
ing solutions. 

“Hyflo Filter Powder” is a silica of 
diatomaceous origin that facilitates the 
removal of suspended matter from the 
solution. It has been used advantage- 
ously by many platers during the past 
few years to obtain fine filtration, and 
maintains a fast flow rate over a long 
cycle before it is necessary to clean tue 
filter. Platers who have been adding 
the filter powder and mixing by hand 
will find this automatic feeder and mixer 
a valuable addition. 

This piece of equipment is powered by 





IDEAL SPEED LATHES 
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FINISHING 
i POLISHING 
SMALL PARTS 
2 Speed Motor. 
Automatic Brake. 
Collet or 3 Jaw 
Chucks, Hand 
operated or auto- 
matic. Write for 
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a ¥% h.p. motor with an overload fused 
switch. The mixing tank, 18 in. in 
diameter and 36 in. deep, is lined with 





Industrial Automatic Filter Powder Feeder 
and Mixer 


pure sheet lead with hard lead lined 
fittings and hard lead valves. For cya- 
nide solutions, tanks of plain steel with 
iron valves and fittings are available. 
The hopper for powder is 12 in. deep 
and 12 in. in diameter and has an inside 
regulator for adjustment of feed. A 
15-ft. cord and plug are furnished as 
standard equipment. 





Hammond Automobile Fender 
Polishing Lathes 


The Hammond Machinery Builders 
Inc., Kalamazoo, Michigan, announce a 





Hammond Model RR Polishing Lathe 
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new line of polishing lathes specially 
designed for automobile fender polish- 
ing and other work of a similar nature. 
The accompanying illustrations show 
two of the most popular models, several 
of which have been recently installed in 
some of the larger automobile shops. 
The Hammond Model RR Wide-Swing 
Two-Spindle Two-Motor Polishing Lathe 
has to independent spindles and two 
motors in the base, one for each spindle, 
with V-belt drive from motors to spin- 
dles. Made in three sizes for three to 
fifteen horse-power motors. Distance 
from side of base to inside of wheels, 
up to 30 in. Cut shows model 5RR with 
five horse-power motors, spindles 107 in. 
long overall, distance from side of base 
to inside of wheels 30 in. Spindles 
mounted on over-size ball bearings. V- 
belts can be replaced without removing 
spindles or disturbing motor bearings. 
The Hammond Model ROEH Wide- 
Swing Overhanging Spindle Polishing 
Lathe is designed for automobile fender 
polishing or other work requiring large 
working space around wheels. Ten, fif- 
teen or twenty horse-power motors are 
mounted in the base, with V-belt drive 
to spindles. Spindle is mounted on four 
over-size ball bearings, which can be re- 
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Hammond Model ROEH Wide Swing Over- 
hanging Spindle Polishing Lathe 


moved for replacing V-belts without 
opening bearing housings or disturbing 
motors. Cut shows Model 15 ROEH with 
fifteen horse-power motor in base. Spin- 
dle has 8 in. overhang from front of 
base and is 96 in. long overall with dis- 
tance of 20 in. from side of base to in- 
side of wheels. 





Hanson-Van Winkle-Munning 
Centrifugal Dryer 


Hanson-Van Winkle-Munning Co., Ma- 
tawan, N. J., is offering a centrifugal 
dryer, the features of which include 
compactness, efficiency and speed in dry- 











ally 
ish- 
ure, 
now 
eral 
| in 


ring 
the 
two 
dle, 
jin- 

to 
nce 
els, 
‘ith 


ase 
lles 


ing 


de- 
ing 
der 
rge 
fif- 
are 
ive 
ur 
re- 





ut 
ng 
th 
n= 


to 
n= 


i- 


le 














October, 1936 


ing basket loads of plated work. Avail- 
able in two dryer shell sizes—12x12 in. 
and 18x18 in.—the unit is especially re- 
commended for use in conjunction with 





Hanson Van Winkle-Munning Centrifugal 
Dryer 


plating barrels since the small floor 
space required permits it to be placed 
close to the barrel. Transfer of the work 
is a simple operation and pieces to be 
dried may be placed directly in the per- 
forated shell or in a separate basket 
which fits in the shell. 


Power for driving the turntable at 
600 r.p.m. is obtained from a \% hop. 
motor through a pair of bevel gears. 
Four roller bearings of ample size sup- 
port the driveshaft and turntable with- 
out end play, reducing friction and 
vibration to a minimum. A conveniently 
located reversing switch allows the oper- 
ator to control the direction of rotation 
at will. It is not necessary to bring the 
basket to a stop before operating the 
reversing control. 





Iding’s Polishing Cement 


A polishing wheel cement, which is 
said to be made wholly of mineral sub- 
stances, is being manufactured by M. P. 
Iding Disc Grinding Compound Co., Inc., 
3534 W. Pierce St., Milwaukee, Wis. The 
cement is furnished in one grade, being 
prepared for immediate use and having 
a liquid bond the density of which can 
be regulated to conform with the sizes 
of abrasives and work to be polished. 
Due to the fact that the cement is fur- 
nished in air-tight containers and can 
be used directly from the container, 
loss due to evaporation is negligible. 
Since cement “sets” instead of “sticks”, 
the object covered is said to become an 
integral part of the cement and the 
strength of the binder is dependent 
upon the strength of fabric or base to 
which it is applied. Regardless of the 
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density at which the cement is applied, 
the tensile strength of the layer itself 
does not vary. 

Iding’s cement is practically odorless, 
and what little odor there is is not 
offensive and does not become rancid 
or change regardless of time of exposure. 
It retains its strength although exposed 
indefinitely. A liquid bond is available 
so that the cement can be reduced to 
the proper thickness if it is left exposed 
long enough to congeal in the container. 
The cement is easy to clean with hot 
water and does not have gummy, sticky 
qualities, making it a clean and sanitary 
product to use. It can be used directly 
from the container in which it is ship- 
ped. As it will not spoil, there is no 
loss when there is a quantity left over 
in the pail. 

If artificial heat can be used, from one 
to four hours at 125 deg. is usually 
sufficient drying time, depending on the 
number of coats applied and the coarse- 
ness of the grain used, the coarser grains 
requiring a thinner coat than the finer. 
If dried at room temperature, from 12 
to 24 hours is required. If it becomes 
necessary to remove an entire coating 
the wheel surface can be washed with 
hot water or steam. 





American Wheelabrator 
Multi-Rotary Table 


The American Wheelabrator Multi- 
Rotary Table, illustrated herewith, has 
been announced by The American 
Foundry Equipment Co., 557 Byrkit St.. 
Mishawaka, Ind. The Wheelabrator 
Multi-Rotary Table consists of a series 
of tables upon which work can be car- 
ried through the Wheelabrator for clean- 
ing. Certain types of castings, forg- 
ings, or stamped parts which might be 
scratched, bent, or broken in certain 
other types of cleaning equipment can 
be cleaned satisfactorily by the use of 


rove 


4 LOTS OF 50 
$1.00 each 


Lots of 100 less 3% Lots of 200 less 5% 


J. L. LUCAS & SON, INC. 


BRIDGEPORT, CONN. 
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American Wheelabrator Multi-Rotary 


an abrasive applied by such a machine 
as the Wheelabrator. 

The Wheelabrator Multi-Rotary Table 
consists of a number of independent 
tables, the number and diameters of 
which can be varied. The tables are at- 
tached to a guide which runs in a track 
that passes directly under the Wheel- 
abrator and runs in a straight line for 
approximately 6 ft. Thus the tables are 
directed under the blast of abrasive from 
the Wheelabrator, within full blasting 
range of the abrasive as it leaves the 
wheel. The flat edge of each table con- 
tacts a moving belt which revolves the 
tables as they pass under the blast. 
The speed of the belt is variable, thus 
making it possible to vary the speed 
with which the tables are revolved as 
they pass under the Wheelabrator. After 
traveling through the blast, the tables 
follow the track out of the cabinet 
where the workpieces can be removed 
or reversed for a second application of 
the Wheelabrator blast. 


In the Wheelabrator equipped with 
the multi-rotary table a load of abra- 
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sive is placed in an over- 
head hopper from which 
it is fed, via a chute 
and control gate, to the 
center of the Wheela- 
brator wheel. With the 
wheel revolving at a 
high rate of speed, the 
abrasive is thrown by 
centrifugal force from 
the blades of the wheel 
onto the woik to be 
cleaned. The abrasive 
can be controlled as to 
both volume and Girec- 
tion of blast so that any 
type of cleaning and 
preparation can be ac- 
complished from a light 
satin finish on light 
metal parts to the re- 
moval of dirt or scale 
from heavy casting or 
forgings. Sizes and types 
of abrasive can be se- 
lected according to the 
work to be done. 

Spent abrasive, after 
being thrown from the 
wheel onto the _ work- 
pieces, falls into a hop- 
per and is fed by screw 
conveyor and bucket 
elevator to the overhead 
hopper for re-use. 

The Wheelabrator is 
sturdily constructed and 


Table will operate efficiently 
over a long period of 
time. 





G-E Electric Thickness Gage 

An electric thickness gage, developed 
for measuring the thickness of porcelain 
enamel, paint, or other nonmagnetic 
materials such as celluloid, glass, mica, 
etc., which have been applied to or laid 
on flat sheets or plates of steel or iron, 
has been introduced by the General 
Electric Company, Schenectady, N. Y. 
The gage permits quick and convenient 
measurement of the thickness of the 
material not only at the edges but in 
the middle or any other place where 
a flat surface slightly more than an inch 
in diameter can be found. Weighing 
only 742 pounds complete, it can be 
used portably wherever a 110-volt, 60- 
cycle power supply is available. 

The new instrument consists of a 
small indicating unit enclosed in a neat 
cast-aluminum cabinet, and a %-pound 
gage head connected to the unit. by 
cable. When the face of the gage head 
is held in contact with the surface of 
the material to be measured, the thick- 
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ness can be read directly on an indicat- 
ing instrument mounted on the front 
of the cabinet. Because of its light 
weight, the gage head can be moved 
readily to any point on the surface and 
the corresponding measurement con- 
veniently taken. 

In use, the indicating instrument is 
first adjusted to read correctly with a 
known thickness of insulating material 
or a known air gap between the gage 
head and a sheet of steel of the same 
kind and of approximately the same 
thickness as that used with the ma- 
terial being measured. It can then be 
used to indicate the thickness of enamel 
within the range for which it has been 


set. 

Thickness ranges of 1 to 5, 2 to 10, 
5 to 25, 10 to 50, and 20 to 100 mils 
can be obtained. A separate scale on 
the indicating instrument is required 
for each thickness range. Either single- 
or double-range indicating units are 
available, the latter combining any two 
of the standard ranges. For measuring 
the thickness of nonmagnetic metal 
platings on steel, and of other materials 





G-E Electric Tickness Gage 


of less than 1 mil in thickness, a unit 
of modified design can be obtained. 





“Standard” Selective Speed Polish- 
ing and Buffing Machine 


The line of buffing and polishing 
lathes marketed by the Standard Elec- 
trical Tool Company, Eighth and Evans 
Sts., Cincinnati, Ohio, has been aug- 
mented by the addition of a selective 
speed machine built to provide any 
spindle speed required. When equipped 
with patented adjustable speed sheaves 
a@ spindle speed increase of fifty per cent 
may be obtained with an infinite num- 
ber of steps, Power is supplied by an 
1800 r.p.m. ball bearing motor. 

The design of the machine is said to 
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be of particular advantage in districts 
where direct current is now in use and 
there is contemplated a change over to 
alternating current. The machine may 





Fig. 1—‘“‘Standard” Selective Speed Buffing 
and Polishing Machine 


be installed with a direct current motor 
and when the change over occurs, it is 
necessary only to change the electrical 
equipment on the buffing machine. 


Reference to Fig. 1 will show that a 
hand brake is provided for quickly stop- 
ping the spindle and thus reducing the 
time required for wheel changes. A 
shaft-locking device further assists in 
changing wheels. The push button 
operates a magnetic starter inside the 
pedestal, the starting having overload 
and underload voltage protection. 


The spindle is of high grade nickel 
steel. The entire spindle may be re- 
moved intact for renewing belts without 
disturbing the ball bearings. The ball 
bearings are oversize and are mounted 
in labyrinth sealed chambers. 


NEW SPRAY GUN 


In the time it takes to adjust old fashioned 
paint spray equipment, you can write us 
for specifications and prices of the new 
Type MM Paint and Lacquer Spray Gun, 
which cuts both time and operating costs 
on every job and builds your profits. 
Bring your shop up-to-date with the new 
Type MM Spray Gun. 


THE ALEXANDER MILBURN co. 


1436 W. Baltimore St., Baltimore, Md. 
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Fig. 2 illustrates the manner in which 
power is transmitted to the buffing spin- 
dle through four Vee cog belts. An 





Ce 





Fig. 2—View of interior showing power 
transmission equipment 


elevating screw permits raising and low- 
ering the motor to adjust tension on the 
belts. Belts and sheaves are guarded by a 
hinged guard. The machine is available 
in 3, 5, 74%, 10, 15 and 20 horse power. 





Columbian Fibre Polishing Wheel 

The Carborundum Company, Niagara 
Falls, New York, announces the intro- 
duction of what is said to be a distinctly 





Columbian Fibre Polishing W_*-:e's 


new type of polishing wheel and which 
is being advocated for use in connection 
with Aloxite Brand TP and Carborun- 
dum Polishing Grain for all classes of 
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metal and glass finishing work. The 
Columbian Wheel is _ produced by 
combining the strongest of vegetable 
fibres with a scientifically developed and 
controlled tough, resilient bonding agent. 
The result is the production of a wheel 
of even density and texture throughout. 
The manufacturer states that the wheel 
has no hard or soft spots and no ridges, 
and presents an unusually resilient 
cushion to the work. 

The Columbian Fibre Polishing Wheel 
is made in three densities or grades: 
soft, medium, and hard. The wheels 
are “set up” with glue and abrasive in 
the conventional manner. It is to be 
noted that water, oil or grease have no 
deteriorating effect on the materials 
forming the wheel structure. To remove 
the old abrasive head, the wheel is 
simply washed in warm water or steamed 
without fear of change in wheel diam- 
eter or distortion of the wheel face. The 
wheel can also be dressed with dry 
pumice or an abrasive stick. 

A distinctive feature of the Columbian 
Wheel is the specially designed metal 
hub, which is built into the wheel and 
perfectly centered. The hub _ provides 
for true, smooth running. Columbian 
Wheels are recommended on metal fin- 
ishing operations where heretofore hard 
canvas, felt, and various types of com- 
pressed polishing mediums have been 
employed. 


Stanley Bench and Pedestal 
Grinders 


The Stanley Electric Tool Division of 
the Stanley Works, New Britain, Conn., 
now offers 7-in. and 10-in. grinders de- 
signed to incorporate a long spindle con- 
struction that provides more space be- 
tween the wheels and the motor, making 
it easier to grind large, odd-shaped 
pieces. The grinders are recommended 
for general grinding, buffing, polishing, 
or wire brush work. They are said to 
be sturdy, vibrationless, and smooth- 
running. 

The spindles are mounted in full ball 
bearings, which are enclosed against dirt 
and grit. The bearings are mounted 
close to the wheels to eliminate spindle 
vibration. The wheels are fully en- 
closed in guards, cover fitting over the 
rims of the guards to provide greater 
strength. The guards are easily adjust- 
able for grinding at any point on the 
wheel circumference. End covers are 
easily removed for changing wheels. Two 
rests are mounted on the wheel guards 
and are adjustable to follow wheel wear. 
Stanley Safety Eye Shields may easily 
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be attached to the wheel guards, tapped 
holes being provided for this purpose. 
The seven-inch grinder, designated as 





Stanley No. 610 Pedestal Grinder 


the No. 557, is equipped with two 7x1 in. 
grinding wheels, one coarse and one fine. 
The motor os 1/3 h.p. Length over all 
is 193%, in. Shipping weight, 75 pounds. 

The 10-in. grinder, No. 610, has two 
10x1 in. grinding wheels, one coarse and 
one fine. The motor is 1/3 h.p. and the 
length over all is 24 inches, Shipping 
weight, 160 pounds. 

Pedestals can be furnished with both 
machines. 





Purolator Air Separator for 
Sand Blast Air Lines 


Motor Improvements, Inc., 365 Freling- 
huysen Ave., Newark, N. J., has devel- 
oped a Purolator Air Separator for use 
with sand blasting equipment which is 
said to result in a better product and 
considerable reduction in the cost of 
metal finishing. The Air Separator is 
applied to the compressed air line and 
absorbs the oil, moisture and the fumes 
of overheated oil which have previously 
proved so detrimental in cases where 
the sand blast operator dons a gas mask 


PRODUCTS FINISHING 59 


and works in the sand blast room, 

The Purolator Air Separator has a fil- 
tering element of brass and a special 
alloy of bronze enclosed in a metal case. 
The element surface is made of a special 
alloy bronze ribbon, wedge-shaped in 
cross sections and having rises 0.0005 in. 
high placed at intervals of % in. on one 
side of the ribbon, the other side being 
smooth. The ribbon is wound in a spiral 
around a brass cylinder having fluted 
sides so that the ribbon, standing on 
edge and being held apart by the rises, 
forms a series of slots each with a width 
of 0.0005 in. and a length of approxi- 
mately ¥% in. 

When compressed air enters the sepa- 
rator case, it strikes the inside walls of 
the case and the external surface of the 
filter element. These parts act as baffles 
and some of the oil and water is at 
once removed and drops to the sump in 
the bottom of the _ container. The 
greater part of the separation takes 
place, however, while the air is pushing 
through the 26,766 filtering slots in the 
filtering element. 

The space within the cylinder body 
which is left open is filled with approxi- 
mately 1% lb. of activated carbon, a 60- 
mesh screen and wool cap being placed 
at the top of the cylinder to prevent 
particles of carbon entering the air line. 
This carbon absorbs the dangerous fumes 
in the air. Its capacity is extremely 
large for its physical size and it needs 
replacement only once in six months. 





Purolator Air Separator for Sand Blast 
Air Lines 
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Packer Polishing and Buffing 
Machine 


The illustration shows a polishing and 
buffing machine built by the Packer 
Machine Company, Meriden, Conn., to 
meet a demand for a polishing and buf- 
fing unit which would be capable of 
producing a definite per hour production 





Packer Polishing and Buffing Machine 


requirement. The machine is equipped 
with 14 wheel heads, 10 of which are 
equipped with 10 h.p. motors and 4 with 
74% h.p. motors. Power is transmitted 
to the wheel spindles by multi-V-belts. 
Each wheel head is equipped with a 
Packer Automatic Composition Feeding 
Device, Work is carried to the wheels 
by 38 work-holding fixtures, mounted on 
a conveyor chain. The chain is operated 
intermittently, the intermittent move- 
ment being controlled by an indexing 
unit which is driven by a 3 h.p. New 
Departure ‘“Transitorq’” Variable Speed 
Unit. 


Each motor on the machine has its 
own individual control and the machine 
is equipped with anti-friction bearings 
throughout. The center distance be- 
tween work-holding fixtures is 24 in. 
The ball bearing spindles to which the 
work holding fixtures are fastened can 
be rotated at variable speeds, also driven 
by a 1 h.p. New Departure “Transitorq” 
Variable Speed Unit. The work spindles 
do not rotate at the loading stations; 
thus the work can be loaded and un- 
loaded without difficulty. 
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The machine is 42 ft. long and 7 ft. 
wide and the weight of the complete 
machine is 16 tons. 





Cesco No. 220 Wide Vision 
Chipping Goggle 
The Chicago Eye Shield Company, 
2298 Warren Blvd., Chicago, Ill., an- 
nounces an improved wide vision chip- 
ping goggle made for impact hazard 
work and equipped with a new type 
super-safety lens that does not change 
direction of Hight rays passing through 
the lens. A number of other practical 
improvements have been incorporated 
in this goggle to insure greater safety, 
wearing comfort and maximum useful- 
ness. The shape of the eye cup allows 
natural, full and wide vision. 


The goggles are close fitting and edges 
contacting the face have a pure gum 
cushion binding. The large curved 
ienses are interchangeable by means of 
a simple hinged door. Super-safety 
lenses are a scientifically designed optical 
product and afford maximum protection 
with no interference to the vision of the 
wearer. The curvatures are such that 
the lens is entirel¥ free from focus and 
the optical center is located so that the 
line of sight for an eye looking straight 
ahead through the lens suffers no de- 
viation. 


The lenses are made from a_ high 
quality crown glass and are free from 
bubbles and striae. The blanks are first 
molded to the approximate shape of the 
finished lems and then ground and pol- 


Csco GucAGo 





Cesco No. 220 Wide Vision Chipping Goggle 


ished in accordance with the latést 
opthalmic lens _ practice. The deep 
curved surfaces of the lens allow an 
angle of vision far greater than can be 
obtained in the conventional type of 
cup goggles. In addition to the optical 
properties outlined above super-safety 
lenses are placed through a special hard- 
ening process which greatly toughens 
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the glass, enabling the lenses to with- 
stand severe blows and impact hazards. 


Thor No. U-58 Portable 
Electric Sander 


The Independent Pneumatic Tool Co., 
610 W. Jackson Blvd., Chicago, has 
brought out the U-58 Portable Electric 
Sander shown herewith. 

The U-58 Sander is intended for 
sanding, grinding, cieaning, preparing 
automobile bodies and fenders for paint 
jobs. smoothing wood surfaces and every 
application which might i!nvolve sand- 
paper or emery. Perfect balance and 
ease of handling permit most efficient 
operation. Armature and spindle run in 
ball bearings, giving wheel maximum 
torque. Accurately cut gears of alloy 
steel, heat treated, can be taken apart 
for inspection or cleaning with excep- 
tional ease, Inspection of the motor 
can be made while the sander is run- 
ning by simply removing two brush cov- 
ers. Side handle can be used on either 
side of machine. Equipped with 7-in. 








Thor No. U-58 Portable Electric Sander 


flexible rubber pad and a box of twelve 
assorted abrasive discs. 





Bondlite Oil Paint 


The Wilbur and Williams Company, 
467 Park Square Bldg., Boston, Mass., 
has announced a new Oil base paste 
paint which is stated by the manufac- 
turer to do away with one of the most 
obstinate difficulties in painting. This 
paint, called Bondlite, can be success- 
fully applied directly over solid calci- 
mine without any preliminary prepara- 
tions such as sizing or washing down. 
It is believed that the inherent qualities 
of Bondlite will make it possible to re- 
duce materially painting time and costs. 
Free from drag or pull this paint can 
be applied with an unusually wide 
brush. Furthermore, one coat will pro- 
vide complete coverage even when used 
over rough, porous or water-stained sur- 
faces. 

Bondlite is said to be actually five 
paints in one. For, in addition to being 
a sealer over calcimine and a sizer over 
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porous surfaces, it provides flat, semi- 
gloss, or gloss finishes when mixed prop- 
erly with turpentine, varnish or mineral 
spirits. Bondlite comes in white, buff 


and ceiling ivory and can be easily 


tinted. 





Diehl Clearance Type 
Electric Grinder 


Long parts or pieces of material can 
be ground on the Diehl Clearance Type 





Diehl Clearance Type Electric Grinder 


Electric Grinder, Which has been placed 
on the market by the Diehl Manufac- 
turing Company, Elizabethport, N. J. 
The grinder is designed, as shown in 
the illustration, with a flat face on the 
front side of the motor housing, per- 
mitting the periphery of the grinding 
wheels to extend considerably beyond 
the limit of the housing. 

The grinder is furnished with two 
high quality grinding wheels, 6x% in., 
one of coarse grain and the other fine. 
Adjustable steel tool rests compensate 
for wheel wear and heavy steel guards 
afford maximum protection. The motor 
is rated 4% h.p., 3450 r.p.m. for 110 volt, 


USED BUFFS 


64-68—1%,” arbor—z20 ply 
Full disc - Loose - or Sewed 


Thousands of every size 


8’’—8e each 9”’—9c each 
10’—10¢ each 
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60 or 50 cycle alternating current opera- 
tion, and is totally enclosed. It is 
equipped with dust sealed ball bearings, 
convenient starting and stopping switch 
and 6-ft. rubber covered cord and plug. 

The grinder is easily portable and is 
provided with a rugged cast iron base 
which eliminates the need for fastening 
to bench or table. Rubber insulating 
feet minimize the noise and vibration 
of grinding. The grinder is 10% in. 
high, 124% in. long, and 8% in. wide. 
Approximate net weight is 38 lbs. The 
entire unit is attractively finished in 
machine tool blue with nickel plated 
fittings. 

Shaft attachments for drilling, sand- 
ing, and buffing which greatly increase 
the usefulness of the grinder can be 
supplied upon request. The attach- 
ments include a work arbor with drill 
chuck upon which can be mounted a 
sanding disc, cotton buffing wheel or 
wire scratch wheel. The drill chuck is 
of the three-jaw type and takes drills 
up to %-in. diameter. The sanding 
drill is furnished with coarse and me- 
dium grip belt. 





Kote Wax Covering 


Hanson-Van Winkle-Munning Co., 
Matawan, N. J., announce Kote-Rax, said 
to be a non-contaminating, corrosion- 
resisting coating for plating racks. 


Applied for dipping, Kote-Rax covers 
the rack with a tough, rubber-like film 
possessing high dielectric resistance and 
capable of withstanding considerable 
mechanical abuse. Tests made by the 
manufacturer indicate that Kote-Rax is 
not affected by immersion in the com- 
mon solutions used in the following 
baths: chrome, nickel, cadium, zinc, 
copper, brass, silver, tin, and so on. 
Kote-Rax also withstands the action of 
solutions encountered in connection 
with the above plating operations. 
Racks protected by this coating have 
been used as long at two months with- 
out showing signs of deterioration. Old 
racks as well as new can be treated sat- 
isfactorily. 

Kote-Rax must be heated for use in 
non-metalic tanks, the average applica- 
tion consisting of four dips at 230 deg. 
to 260 deg. F. It does not adhere to 
the metal but holds its position by 
shrinkage. 

A complete Kote-Rax service is avail- 
able for the larger plating shop. Jon 
platers in strategic cities will be equip- 
ped to coat racks for customers who will 
not have a sufficient number to warrant 
installation of rack coating equipment. 
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METAL CLEANING HANDBOOK. This 
book, published by the Magnus Chem- 
ical Company, 61 South Ave., Garwood, 
N. J., to sell at a price of $1.00 covers 
the entire field of cleaning metal parts 
in all different kinds of industries. The 
book _is bound with board covers and 





contains 216 pages devoted entirely to 
this subject. 

The text incorporates the results of 
years of scientific investigation of, deter- 
gent or cleaning processes and is in- 
tended to be the answer to all cleaning 
problems in so far as metal is concerned. 
Taking up the various kinds of metal 
products in turn, the most efficient and 
economical equipment is described and 
illustrated and the action of the various 
kinds of cleaning agents upon different 
kinds of metal is described. 

This book should be invaluable to the 
plant engineer or executive who is con- 
fronted with problems of cleaning metal 
parts that are used in production, 





OILSTONES AND ABRASIVE SPE- 
CIALTIES. Users of oilstones and othe 
abrasive specialties of the type that are 
manufactured by the Behr-Manning Di- 
vision of Norton Company, Troy, N. Y., 
will be interested in a 36-page book 
which has been put out by this firm. 
The book contains descriptions and 
illustrations of oilstones, blade strop- 
pers, crystolon stones, emery cloth, flint 
paper, hand tool grinders, India oil- 
stones. pocket stones, sandpaper, sand- 
stone, saw gumming wheels and a wide 
variety of other stones, abrasive cloth 
and paper, and similar products. Copy 
free upon request. 
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Stanley % H.P. Flexible 
Shaft Grinder 


A portable flexible shaft grinder that 
develops % h.p. and a speed of 18,000 
rpm is: now being manufactured by 
The Stanley Electric Tool Division, New 
Britain, Conn. The grinder is especially 
adapted for a wide variety of external 
and internal grinding operations on 
tools, dies, castings, and so on. The 
% h.p. universal motor provides ample 
power to drive a 4%4x'4-in. emery wheel 
and maintain a high grinding speed on 
the toughest work. 

The flexible shaft, which is 42 inches 
long, has a heavy rubber-reinforced cas- 
ing with protection springs on each end. 
The handle piece is equipped with spe- 
cial ball bearings and a collet-type chuck 
to hold 1%4-in. shanks. The cradle which 
is furnished with the grinder will hold 
the motor unit on a bench, or it can 
be suspended overhead. 

The grinder is shipped ready for use 
except for grinding mediums, However, 
the manufacturer of the grinder carries 
a complete line of arbors, spindles, 
emery wheels, and mounted points for 
use with the machine. 





HASKINS SANDING DRUMS AND 
ABRASIVE SLEEVES. Four pages of de- 
scription of the sanding drums and 
abrasive sleeves made by R. G. Haskins 
Company, 4667 W. Fulton St., Chicago, 
Ill, are contained in a folder which is 
now being issued by this firm. Detailed 
information regarding accessories for use 
with flexible shaft equipment is includ- 
ed. Copy free upon request. 





ALAKALI CLEANING COMPOUNDS. A 
solution to the cleaning problems in- 
herent with all types and kinds of 
metal manufacturing is contained in a 
4-page folder now being issued by 
Detroit Rex Products Company, 13017 
Hillview Ave., Detroit, Mich. The bul- 
letin features “Triad” alkali cleaning 
compounds and discusses the application 
of these compounds in the wide range 
of metal cleaning problems. Examples 
are quoted of the savings that have been 
made in various specific instances. The 
bulletin also points out production econ- 
omies that can be effected through the 
use of Detroit-Rex specialized cleaning 
service. Copy free upon request. 





RYERSON - ALLEGHENY STAINLESS 
STEEL BOOKLET. This booklet, printed 
in seven colors and devoted to the 
beauty, popularity, and endurance of 
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stainless steel, is now being distributed 
by Joseph T. Ryerson & Son, Inc., Lock 
Box U, Chicago, Ill. The booklet is pro- 
fusely illustrated with pictures of a wide 
variety of stainless steel articles and 
presents graphically the applications of 
Allegheny Stainless Steel in all lines of 
industry. The increasing popularity of 
stainless steel for all types of products 
is evident; also its use in equipment and 
production machinery where long life 
and improved processes are important 
factors. A copy of the booklet will be 
sent free upon application. 





General Abrasive Handy Direction 
Wall Card for Setting Up 
Polishing Wheels 


A convenient, informative chart con- 
taining complete directions for setting 
up polishing wheels is being offered 
without charge by the General Abrasive 
Co., Niagara Falls, N. Y. 


Punched to hang on the wall in the 
polishing room, the card briefly outlines 
the proper procedure for setting up pol- 
ishing wheels. Points covered include 
correct proportion of glue to water; glue 
heating; preparation of wheels prepara- 
tory to gluing up; sizing of wheels; ap- 
plication of glue and abrasive; dry room 
temperature and humidity; operating 
speed and wheel pressure. 

Copies of the card, which measures 
approximately 11x14 inches, may be had 
as long as the supply exists by address- 
ing the General Abrasive Co., 3106 Hyde 
Park Blvd., Niagara Falls, N. Y. 





Bakelite Molding Technic. This 
manual on the art of plastic molding 
of Bakelite materials has been issued 
by Bakelite Corporation, 247 Park Av- 
enue, New York, N. Y., in order to pro- 
vide fabricators of plastic molded prod- 
ucts with complete information regard- 
ing the process. Starting out with Prin- 
ciples of Molding, the book takes up the 
following subjects in consecutive order: 
Materials; Weighing, Measuring and 
Preforming; Molds; Presses and Pressure 
Equipment; Heating Media; Accessory 
Equipment; Finishing; Inspection of 
Finished Products; Plant Layout; Defin- 
ition .of Terms; Tables and Other In- 
formation, and Accounting. The book 
consists of 120 814x11l-in. pages between 
stiff board covers, spiral bound. TIllus- 
trations are used wherever necessary to 
make the text clear to the reader. The 
edition of this book is limited, therefore 
a charge of $1.50 is made. 
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HAVE YOU . 


filled in the YELLOW CARD be- 
tween pages 16 and 17 of this issue 
of PRODUCTS FINISHING? IF 
NOT, please do so now and mail it 
to us today— your cooperation 
will be appreciated. 


Me PRODUCTS FINISHING 
704 RACE ST., CINCINNATI, OHIO 














